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Aluminum Sweeper Castings 


Standardized Methods and Processes together with Accurate Molding Equip- 
ment and Close Supervision Are Responsible for Successful 
Product Uniform in Weight and Dimensions 


BY PAT DWYER 


NY person who lets his mind dwell great natural forces are brought under usuall results 1 th { luct 
for a moment on the subject can- control Steam, air, water and electric either an entirely new method of ha 
not the t ' tron oft 


fail to note remarkabie current are harnessed to new devices to. dling the situation or in the applica 


manner in which man’s ingenuity adapts the end that the individual's efforts are an improved device that ill do a great 
tseli to meet changing conditions. The magnified sometimes a thousand told. deal more work in a given time 
tendency always is te find an easier Occasionally a device or piece of equip So many tactors are imvolv no som 
and faster method for doing a cer- ment anticipates the apparent need; but problems that centurt ips alter 
tain task or accomplishing a_ given” usually the opposite 1s true Lack of they first are prop 

piece of work More and more the facilities to cope with actual conditions are developed to a_ pot practi 
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FIG. 2—SNAP FLASK FLOORS 


ipplication. This notably is trie yt 
the steam engine and the electri mo- 
ir, two prime movers of today 

In the foregoing instances develop- 
nent was delayed principally on account 
» lack of suitable mechanical equip 
nent and too mutcl edit) cannot bh 
viven the artificers of a little over a 
1undred years ago who constructed the 
first machine tools and the first steam 
ngines. They solved an apparently im- 


wssible problem To have the tools 
they needed the engine to turnish power 
ind to construct the engine they needed 
the tools The original starving optimist 
sho stated that if he had some ham 
‘ could § fry some ham nid “ges 11 
e had the eggs—probably was a lineal 
lescendant of the first engine builder 


So long as carpets and rugs” were 





ARE SUSPENDED AT CONVENIENT POINTS 


FIG. 3—GYRATORY RIDDLES 
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woven by hand their cost was prohibitive 


except to a comparatively small num 


ber of people, the output naturally was 


limited and the problem of cleaning them 
2 


periodically Was solved by each in 


dividual owner in a manner that suited 


his own conditions Eventually power 
driven machinery increased the output 
and lowered the cost of floor coverings 
to a pornt that rendered it feasible te 
place a carpet of some kind in prac 
tically every home in the land Ther 
the question of keeping them clean re 
solved itself into a problem worthy of 
consideratior Various more or less u 
genious devices were employed with i 


different success until M. R. Bissell i 


1876 introduced what later became the 
universal model of a brush sweeper. Ir 
later years development of the smal! 














FIG. 4 PART OF THE IMMENSE STOCK 


oO} ALUMINUM CONSTANTLY 
KEPT ON HAND 

electric motor ee \ manutacturers 
ti Nivestigate ts possibilities n col 
nection wit! suction tan tor the same 
purposc 

\ considerable an experiment 
work was ired betore the vacuun 
cit ‘ in vith t te 
day Vas p ected an m the most 
Thy i clo ik v it SLC 
cess was the fact that aluminum metal 
wa \ tl workmg parts 
Not 1 is ew micta available 
Dut alse ie 1K \ tamihia vith 
. CHaATAacterTistics inn capable oft hat 
dling t eligentis Drv the lare 
est mal facturers vacuun lcaners 
is the Hoowe Suction Sweep Co vitl 
main office and plant at North Cantor 
() and subsidiary plants and offices 
in Canton, Chicago and Hamilton, Ont 


This North Canton plant 


company at its 
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on the floor and the workman continues 
until all the sand and all the castings 
are in the truck or bodies He then 
goes to the next floor and repeats th 
performance and as an evidence that he 
is a fairly busy man it is claimed that 


man can dump 2000 molds a 


day 


An electrically driven lift truck manu 


‘factured by faker, R. & | Co., Cleve 
land, follows tl flask dumper, picks 
up each tru k load of sand in turn 
ind conveys it to a point neat the cen- 
ral ind mixer where the load 5 
wered to the floor and the sand 1s 


suitable 


Th 


through a grating 


dumped 


retains the castings teatur« 1s 


11 


ustrated in 


The truck bodies are mou 
ible tram supported on casters 
that when necessary they may be pushed 
around by hand They were supplied 


the Eastor & Construction ( 


the 


Through the grating im wr ‘ 
sand falls on to a moving belt which 
teed 1 bucket conveyor discharging up 


a horizontal belt where the sand 


} 
‘ 


sprinkled with water before it | 
through a distintegrator and scre¢ nd 
tinally nt the large storage I ppetr 
shown in Fig. 9 From — the toragt 

pper the sand is drawn through bot 
tom discharge gates into dump _ body 
trucks and taken to any point on_ the 
molding floor by the hit truck 

Many ol the mall cores ire made 
from sharp sand bonded with on aftet 
the manner of those made in iron and 
brass shops These cores torm = certain 
openings in castings that do not present 
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\ HOPPER 


AND DISTRIBI 


rt 


1) 


rH PATTERN SHO] S ADEOUATELY 
‘'NTTERNS 
ed tend ip hich ‘ 
tract l Che irae sti 
oper the casting, know! tl 
n n a distinctly different e rapp 
must two contradictory g pro 
| 1 t ’ sott that 1t T ipp d 4 
(sistance t ti met I a t 1 
icting nd at tl same time vhere tl 
v1 ig] t Withstand s shovel 
in t gh handling I nmiix 
} ter meta ‘ \ 
hich t these requirement om 
m mixture containing old One 
40 shovels, new core sand n the m« 
d bonded with a pint of a= may be 
under The large body core mediately 
it of the castings by a vib- right. It 
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ld in Fig 
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stal dit 0 
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these cores aré placed I the core oven 
plates and dried in the position illustrated 
by the core standing on the floor. The 


core is made in a 2-part, metal core- 
box clamped together Sand is in 

troduced through the round opening t 

the small end Aiter the box has hee 

immed full the coremal drives a few 
cn ods int tl I rei ree 
ment, then scraj he I ff fi 
the op g x r} 

the is nverte P p te 

e clamps ren the tw 
halves ¢ tl . thdra 
t y trom he B ‘ t 

‘ r¢ p! | ? ‘ ‘ 

S] tl 1 ti t ‘ 
hinder ‘dissolved \ WV hie th 
co is dried t p ent lard hrn 
sur lace and 3 quit 1 t tial How 
ever, if the skin | ke the sand or 
the interior crumbl to dust quite read 

\ 
Use Combination Plates 

(one of the machin n which the 
m molds are made 1 hown in Fig 

Cope and drag pattern ar mounted 

e | sid t molds are 

le at the ime til I vhite metal 

patterns are made accord to a method 
level ped by the Ar \ ( Free 
port, Il] describe 1 n ¢ iderable de 

ul in one It a series Ol irticles on pat- 
ern mounting. that ppeared in THI 


Mav 1, 1922 inclu 


de- 


FounpRY, Feb. 1 to 





sive This particul proces Was 
cribed on page 284 in the issue ot 
April 1 Briefly it may be stated that 
the process consists in attaching a white 
meta thickness to at iro pre 
viously prepared in the shap fi a match 
p ite 

[he process involves the making of 


three molds. The first is poured with 
plaster, the second with iron and the 
third with white metal. Where the pat- 


vertical surfaces, the 
but 


present it is 


tern presents no 


plaster casting be omitted, 


may 


where vertical surfaces are 


to make the first casting from 
that lends 


plaster is the most 


ecessary 


i material itself to easy cut- 


ting, and convenient 


medium of that character Any person 
vho has had experience with match plates 
that 
joints of the 
lesired 


; 
provide 


KNOWS while a strip between the 


flask will produce any 
thickness of ill 


plate, it wi not 


any thickness of metal between 


vertical faces 


two 


After the non-working vertical faces 


1f the plaster match have been scraped to 


provide a thickness Oo! 3 16 OI 4 inch, 


ister tor patterns Small tapered cores 
re located at numerou p ts on the 
ce of the mold, designed cut through 
j 1c r hol + Pa 
ind serve is ancnor les later tor the 
vhit neta Tw more of these 
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holes also serve is gates throug! whicl 
the white metal is px ured 
I'wo final hali molds are prepared tron 
the original pattern and skin dried. The 
prepared 1! cop ‘ | drag plates are 
laid up espective molds. A 
shallow tram pla on top o! 
ich d gate p have een placed 
vi eV sSar ind tl remainad¢ 
tl tapere | holes covert with i 
heet pay the fran filled witl 
nd immed raped ! flush, and 


old is filled with white meta Phi 
] ‘ m: b fy he toa we k 
( the ( mK ret 


ents distort 
SeVE succes ( ep m Iding and 
p ry the drum < h e shown in 
Figs. 5, 6, 7 and 8 Cw men work 
each machine and mak in average 


f 175 molds a d The output varies 
) ome extent ( 10n \ ind has 
reached 225 und exceptionally lavot 

hl. circumstance Th cop flask is 
not provided witl irs iny kind and 
roe small soldiers placed here nd 
there furnish the onl support to the 
hanging body of sand The method of 
gating the mold shown clearly in Fig 
8. Two runt ire provided at of 
end of the mold and a gate with three 


branches convevs the metal from the ru 


foundry view point 


the volume of metal in the gates and ru 


ners is out of all 


proportion to the size 


weight of the casting They wert 


adopted in this instance only after a long 


series of experiments with gates of vary- 
ing sizes. In fact the first castings were 


molded in the that 


0 ly 


opp Site 
Che 
formed on 
‘ f the n Id Tl 1s 


manner to 


shown in Fig. 8 projecting | 


the 


seemed the 


of sand was drag face 


le wical 


method to adopt and conformed to the 
almost universal rule to make the most 
dificult part of the mold in the drag. 
So far as the actual molding was con 
cerned the method was quite satisfac 
tory, but the loss from detective cast- 
ings due to slight imperfections on the 
cope side Was OCXCESSIVE 


Copes Pressed Down 


The pouring gang shown in Fig. 5 


handles the metal. The ladle mounted on 
a 3-wheel truck in which the front wheel 
is pivoted, takes the full charge from 
one of the melting pots and conveys it 


to one of the molding floors. Here tw: 
| 11 


ladles pour the molds 


down on the 


sand with a small board to which a 
handle has ! ittached Phe two 
halves the flask are neither clamped 
I ve ed nd the pressure exerted 
by tha wn =? ’ rd sufficient 
Tt is a conve wthod s the hand 


2) 
ladle ( ‘ ‘ i! 1 t p> 
eTa n d ind tn pressure xerter 
by the metal apparent sO s t tl 
the man holding the lif t 
stant the men ceas« and 
fers it to the f-» 


Research Group Extends 
Its Activities 


Ser | 1 cle : | In 
. I 
Det { Fel 5 f ' 
T xpa d T ( » t 
ti \ | ind t p \ to t 
ctivity f the committ 


view W I. Corbett tria ( 
\ engaged to he , ‘ . | 
B research directo I i 
uctiviti oO the Ip t 
worl Mr. Corbett é t 
ing | been supplement: y sever 
yeal of expe ce 1 plant t 
American Steel Foundri tl VW to 
nal and the Ex: Fors Co Hea 
quarters of Mr. Corbett will be 639 D 
versey parkway, Chic 
Phe Electric Steel | 1 Re ( 


composed Oot the I] tric ~ 
Fort 
McKeesport, Pa 
Lel Pa.. 


Co., Chicago, 
Lebanon Steel Found 


anon, 


Michigan Steel Castin; 


Co Detroit, and Sivyer Steel Castings 
Co., Milwaukee. The more important it 
vestigations now being conducted by th 


group are said to be those on electri 


furnace practice core practice ind f 


ng practice 


Buys Stove Concern 


Che Detroit Stove Co omcial! 
have practically completed  arrang: 
ments for the acquisition of the Art 


Stove Co.’s assets 


with the exceptior 
lant W I 


Stove 


of the manutacturing p 


Barbour, president of the Detroit 


Co., efforts 


the 


Says will be started at 


once to increase 


Art 


company 


output of the pros 
Officers o 
W illiat 
vice president and general ma) 
John O ( 
Harry Kendall, and secretary 
| Under 
Detroit Stove Co 
trade names, 


the Art 


uct of the 


that 


company 
are President 
Dwyer, 
aget impbell treasure 
Hug! 
agreement, t! 


acquires the 


Ledvard the 
busine: 
patents and good will 


Stove Co 


The G 


2010 kiln street Cleveland hear 


of general stings une 
the nonferrous » 100 
pounds each in 1 a tot 

1 t ipacity ol! t tons daily 
Daniel J. Gluntz is president and get 

ral manager 





Makes Preliminary Analysis 


Carbon Contents in Malleable Iron Controlled by Analyzing Samples Taken Before 


the 


If Carbon Is Low Additions Are 


Tapping the Heat 
Made and Steel Lowers Carbon 


BY EDWIN K. SMITH 


Particularly 
which 
operatior 


, 
utomohbile  ¢ 


produced | 
1 large number ( xtensive 
important ones being With 


or iginal 


} 

the hard-irot ' ' 
desirable make 

temperature and dur 

torm more exact 

1s determined 


Pore chemical analy 

eats were commot 
w resulting brittle cast 
good on 


with 
concerned 


pre pet 


{ ible A« 


chemical 


casting 


For example 


lithicult 


ical 

contained 1.10 

per cent c 
the 


\ 


adifferent 


the chem 


1 
ce tical 


vould 


t ol 
pl ictice to 

ior metal chare 
the resulting 
desired The 
it this point 
impossibl 
hitorm comp 
per care the 


istings 


machine 


+] 


th true 


1s 


are subiecte 


has ecm 


con 


advances 


tandardizing 
Small 

and cools 

here 


vere 
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metal dish 1 Id over a flame u 
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analysis his time can be cut down, but 
for ordinary practice is sufficiently rapid 
Che carbon dioxide absorbed 
standard caustic potash which is titrated 
vith sta dard |} lrochloric acid, althoueg! 
merous other methods give satisfac 
tory results 
lo bring the percentage ot carbon to 
desired tandare considerable pre 
1 iry experimentation 1 necessary as 
two melt turnaces work exacth 
ke | st I col det i typi il 
‘ 
I 
> 
t ot « n to be added 
} tte ( 1) ‘ d depends it 
hat t m ot carbon used Som 
t the available varieti are petroleum 
cok graphite electri irnace electrod 
coa et Where considerable amounts 
re used petroleum coke may be com 
pressed rite briquette together with 
ome kind of binder Under ordinary 
conditions petroleum coke, in fine form, 
may be shoveled on top of the iron, most 
ot it bemg absorbed his practice i 
INCXpPeCnsive and tistact In case ot 
great shortage of carbon in the iron 
raphite in looss m is absorbed in 
tantly, giving “| results 


decide on 


to add it ts 


wmnount ol carbon 


necessary first to determine 
the rate at which the furnace burns out 
carbon For a week we may take a 
preliminary analy at 10:20 a. m., and 
a final sample at the middle of the pour, 
thout 11:10 n It we find that th 
verage preliminary analysis runs 2.90 
per cent and the final analysis 2.40 per 
cent carbon, and if 2.40 per cent is the 


amount 


desired in 


the hard-iron castings, 


ve call 2.90 per cent standard preliminary 
inalysis tor No. 1 furnace, with a 10-ton 
heat If the preliminary analysis show 
2.60 per cent carbor a shortage of 0.30 
per cent or 600 p unds is imdicated It 
is seen that 0.50 pel cent carbon 1s 
hurned out in 50 minutes, or.0.01 per cent 
per minute For convenience a card 
an he made tor each turnace is follows 
Per Cc ( ] 
I 6 1 s i 
; } } r} 
5) a * 
> < t 
d 4 Is r 
S l mis ¢ l 
t OK 
mount tecl to add wher ? 
st high a determing hy 
actice tec Cour st decreases s 
e ‘ ( t! having ck 
ettect ate it whi l ( urbe 
ns out Cac tu ice tats | ( 
card that : se 4} 


heat lat Ll « espondingly extra ad 
ditu I cari 1 can he made 
It sometimes desirabl to determi 
the mount t silicon or manganese by 
p ! i ilysis Both of these de 
tern ill Ca 1) mac ip lly, inv d 
heiency being made up with ferrosilicor 
( na ines 2 ilpl 1 iis Cal ) 
cle mined if necess 
Pre hninary il ilyses lave ce! ou 
CX cn ly \ dluabl 1k emerecncih 
iF ( ‘ the electric DOW ¢ Wal cu 
fi om the entire plant when th ‘ 
m but too cold te pou hie 
fired by pulverized fu 
is impossible t ep 1 fluid 
| f As the metal froze, carb 
vere added After 4 hou 
I em quite solid, fi 
umed WV he the ( Va 
meited i ce y make 1 
i s \ I ( ( pond idditi ‘ 
( ) tl! cat finall cing brougl 
to 1 ormal « ditior 
As stated previously, thi hiect Dp 
hmimary anal s is to obta i more u 
torm product, and the results justify th 
small expense ol the analysis Wit 
proper attention to all the details it 
possibl te hold th carbor content t 
withi 0.05 pe cent carbor 1 eitl 
direction That is 1 2 45 per ct t Ca 
on is ¢ idered standard the naly 
shoul t get he vy 2.40 ihove 2 
p cent 
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Equipment Employed For 


AS 


visabilitvy of imstalling ec 


mal 
} 


11 


he 


1 


outy 


comparatively 


ture 


Making Soil Pipe 
Wi 


terests to 


have been 


local 1! consider th ad 


juipment for th 


pipe, 
willing, 1f it cat 


Wi 


acture of ‘soi straight lengt!l 


We 
done I a 


ut 
hitting are 
modest investment 
witl the 
castings and 
reciate any advice you can give 1 


manutacture of soil pipe 


ngs is a highly specialized branc! 
the casting industry and the entire 
uit for the country is suppiled by ; 


small number of manuta 
rs The initial expense of install 
the necessary equipment ts consider 


thle and we doubt if the local demand 
will amount to enough to offset this first 
cost if you expect to develop a wider 
market you will find yourself mn competi 
t vith powertul eres that hav 
domi ted | nati il larket for i 
However u are more familar than w 

i Viti ca ( nditi cluding 1 
tact t t S pip castings i mace 
] 1 prominent manutacture na irae 
‘ ut 200 miles rom yours 
therefore ve do not presume to offe: 
an id ‘ ] the prospect oO! making the 

1 a commercial suCCESS 


reque sted 


method ot 


vill 
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led 
required 
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ck SC! 
and 
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ular appearance. B 
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hole patterns wil 
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nce ol 
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The greatest 
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| t he 
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FIG. 1—GENERAL VIEW OF THE 
CORE ROOM SHOWING EXCEI 
LENT LIGHTING CONDITIONS 


FIG. 4—INTERIOR VIEW OF 
CORE OVEN INDICATING THE 
FLOOR CONSTRUCTION 











FIG. 2—ABOVE—ONE Ol rHE 
ORIGINAL SAND MIXING UNITS 
WITH FLOOR HOPPER FIG. 3- 
RIGHT—MACHINES IN WHICH 
HE FACING SAND IS MIXED 











perating Wilson Foundry-- 


Sand Handling Equipment Minimizes Manual Labor—-Cores Handled on Conveyors 
Separate Department Renews Core Wires and Bends Them Ready for 
Use in the Cores—-Molding and Coremaking Methods Unique 


BY D. R. WILSON 


J11E plant of the Wilson Foundry consideration of the raw material we will and equipment consisted of two units, eacl 


i 











& Machine Co., at Pontiac, Mich., begin with the sand end of this plant, and essentially like that shown in Fig. 2. Each 
is unique in many respects. It has’ will consider the metal later The sand unit consists of a batch mixer, elevated 
been developed by the Wilson brothers storage building is 80 feet wide and 390 and arranged with a floor feed hopper 
primarily for the production of castings feet long, and has-a:sand storage capacity This equipment was furnished by the 
for the Overland and the Willys-Knight of 700 cars of molding and core sand. The Standard Sand & Machine Co., Cleveland 
ars, though the foundry produces jobbing cars come in on the track adjacent to the In the old arrangement tl ind was tak 
astings for other industries, and during end of the building, and the sand is un en from the bins through doors in the 
the war made an enviable record on many loaded by a grab bucket operated by a_ retaining walls at the sides of the mixing 
lines of war castings, and particularly bridge crane This carries in the sand room, and loaded into carts, and dumpe 
m airplane engine cylinders and gas shells. and distributes it into the various bins into the hopper \ batch was mad 
Eight years ago the foundry was started The mixing room, which occupies a space in the hopper and then delivered to tl 
yy the purchase of the old Flanders found 40 feet wide by 80 feet long, extends mixing machine by the bucket elevat 
and machine shop, and these two roof across the sand storage building shown, Oijl was then added from a litt] 
ireas today form a part of the regular The crane which serves the sand stor tank at the end of the mixer beyond the 
plant, the expansion having been carried age also serves to supplv fuel to the heat conveyor the measured mount being 
from the original its until today jng plant. This crane and grab bucket un forced in by compressed ait W he 
inks among t largest roducers. loads all of the cual. piles it in stock piles water was necessary in the mixture 
4 motor car castings vorld and handles it trom the stock piles to th measured amount of this lore 
Fig. 5 shows GCI il plan of the heating plant It also not only puts all ™, being distributed through a spray pip 
uundry plant, which is th ly part de sand into storage, but takes all sand out along the top of the mixer Caretul 
scribed in this arti | , fact. this of storage and supplies it to the- mixing periments have been made to determit 
art does not include t ming room machines, or loads jt into the dump carts the proper mixing time for each batcl 
vhich is across the t! ‘ ection to be hauled to the facine dey rtment, of and the machine yperator ‘ 
vith the machine shoy to the foundry tor distribution ¢ the sand Which enables him to determine tl 
As all castings have 1 tart with the heaps The two grades of core sand used betore the discharge gat pened he 
il stored on opposite sides ot th core material is then drawn d 
\ ots td te — a a sand mixing unit, and the molding sand is cafts as shown under 
if stored at the further end of the building. Fig. 2 
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nent the mixer formerly used dumped into the hopp: 


this is tollowed by a mea 


connection with a unit lik 
that he in eas 21 sul amount ot new sane then 
nounted by a double hopper sea coal and oth . ! 
Iya One end of this bin con for the mixture The ul 
tams one grad i sand and s then elevated. the cont { 
the other, another, and unde dumped into the mill and t 
each bin is a measuring gat } ng comtinued§ b 
that contan a certam cubst bor a predetermined 1 
ontent ol unc \! ur cyl I he clisc 1 or <I 

naet crve te operate this ny} j then pened t 

ite winds del 1 tin charges t] ind 

Pie ABOVI Hit CORI DEPARTMENT 1s FOUTPPE!) 

mixer a measured amount of WITH FORCED-DRAFT AUXILIARY AIR OVENS CONVE ct tn 

ind Phe hat ire mae LA -ELOW-— MACHINE CUTS WIRI the end { hicl , 

p th the content of this PO STANDARD LENGTHS seen at t] extreme 

ite i unit uid tor cer n kig ) This elt ) 
Tall yixture it ma \ be necessal\ t al dd Its Ss 1} ( ent du ny} fe I the hop evor ( rries t Pry sal ad to i pon? 
move each gate five times, which would © pet vhere it is passed up by a bucket elevato 
LIVE en time t] umount delivered t While on the sect « and it mav | nd d iarged upon a d cony t T 
i u as the total mixture, o vell to say something about the mixing Ing OVE the bins The facing sand 
other rat bet weet the 1 ‘ ngred t ot tacing sand for the foundry Facing drawt trom these bins into carts 
may be rked out by manipulating the and consists of a certain portion of old The wetting necessarv for the fa 

ites mt loregoing Mk net allt and a certany ] rtion I new sand sand Is added n the mill al d ereat cal 

. , 
Phe oil ane iter are forced in unde tovether with the sea al Sts t is taken to see that the proper amount 


om Ss lisplacement already “ee , ; 
‘ pre ed a CLS prac iirea wre ’ ree wired vater 1s used in the tempr ring \ll of th 
] 

t 


ments d, and 1 ra vip n | sec! | 
nenitioned, a pray py features entering into the mixing of bot 
' , - . 
alow the back « he mixer at the top Fall Into Carts 3 ' ae , 
core sand and facing sand ind a 1 ti 
Phe d comme tt the dischars vat , , ' , a nd +} ! 
I ind from the sand bins is binders and other ingredients are und 
Ot the er tatis a tl into the cart " " | laborator ] | 
rroneht dump cars by means o tra ab atory control and supervisor 
ind { to the « mas alread i} | | } 
: tt e « }) cars a Tillie tl We now turn to the « emal ‘ i 
| ( ( . . of } : . 
uCcK« ‘ Ns, al . 1 sa ment proper \ glance t th pia 
hi t t I }* tric or is how t tl } v that th de} irtment extend ic! 
wnd-mMiINi the « i sa j \t the t Ma\ et the end of tf] foundry ) ding 1 Q 
‘ th eve +} +] thy f)-1 ; ; ith } ] 1 
Cs ()] L ( \ ‘ ) \ lect At the ( ems 4 the tract I 
nd ti ae ‘ \ ict 1 ma \ Natt | cated the coremal v ] ‘ vending 
' ' , , 
tl 1) mati t ! ‘ ! ( Cy i Phe I t tw departments In t cent iT ve 
ree ae on Pe ; ina , F we dics the filling posi On the opposite side another remakis 
O per nt whe red witl old ' +} +} Leoroune laos tmont + iite, of nt ‘ 
x departmen e assembly departmen al 
nethod ot floor hopper vin necessitat ray t ( ‘ re oad nto the mill the core storage department togethe: vit 
ed the } el] i th ind int the carts \ ‘ * mt ' ] ] thy girls’ rest mom tT} wen’ ] ] 
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rooms and shower baths are housed over 
a portion of the core room 
lig. 1 gives a general view of a portion 


ot the coremaking department, showing 
the racks used for the transfer of cores, 
nd at the left a machine furnished by the 
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(grimes Molding Machine Co., Detroit, tor 
waking tour Overland jacket cores at on 
m his precess is described more tully 
ite! 
ry} Thal nown lig l gives a wood 
ck {f the splendid light conditions in 
the core room, and of the freedom of 
movements \t the particular time of the 
day this picture vas taken the core racks 
ul been moved torward to the ovens 
Sand in Back of Benches 
Coremakers’ benches are of the back 
per ty pe The sand delivered trom 
and alley between two rows ot benches 
ne 1 shoveled Ove! the | ick ol th 
renche o that the girls are not disturbed Kye rHE WIRE DEPARTMENT IS E¢ 
their work by the delivery ol sand \ND BENDING MACHINES AS W 
The benches are individual so that on ae Cea 
girl's operations do not disturb another. oven at the floor level at the back, ascends 
Opposite each i = set-off bench on and circulates about the cores, and th 
vhich she sets het eee they are com- moist air descends into the pocket below 
oan mage orem - — 7 _— atin the floor level beneath the mezzanine floor 
MOSS OF Se Fart mediately behind the The waste gases are taken off about 30 
perator : mches below the floor level Phe door 
ee eae. are located in th are heavily insulated and the ovens dry 
CmmetT OF TRE aeparimncm These are ot with a minimum amount of coke per to 
orced-draft ‘auxilary-air type, and each : 
of core sand dried These ovens are pat 
si socla SURCHERE «Sint 7 coma two ented by H. M. Lane, and were installed 
icks im tanden The racks are taken he Sinkveate & a Peisell 
in and out of the ovens with electric hit : 
trucks The over ire arranged im bat All core oven operations are undet 
eries of ten each. as shown in Fig. 6 iccurate temperature control, the Ovens 
being placed in groups of five, back to being equipped with recording electri 
aol Each battery is fired by a single Pyrometers The firing of the ovens 
rely \ll fireboxes are under the floor is so conducted as to furnish the de 
evel, and all firing pits are under forced sired amour of heat, and the exact 
draft conditions Fig. 4 gives a direct Tegulation of each oven is accomplished 
front view of one of the more recent Dy means of dampers 
vers, showing the floor construction, On All operations in connection with th 
i level with the core room floor is a steel foundry are under a shop committe: 
oor which supports the racks during the headed by the division superintendent 
drying operation The heat enters the \ careful study has been made ot 
=—--— ——— 
Bi +e 
re a | 
SR dmed 
we ; j 
oe ™ at | ++ 
1 | 
j 
FIG CORE WIRI IS HANDLED IN 4 SEPARATI DEPARTMENT SPECIAI 


BENDING JIGS 


ARE 


SHOWN 


IN THE FOREGROUND 








ITIPPED WITH AUTOMATIE CUTTING 
ELI AS WIRE STRAIGHTENING 
MACHINES 
cry i ol« | the \i sO nat il 
s C4 boxes and every hing entel 
VL into the operatio iré alls too 


room jobs, and all 


No coremaker is illowed to bend 
inv wires, and only the particular set 
O standard wires d mined to be 
the best or any give core ir allo cK 
to be used that core Much { the 
wire Is recovered straightened ind 
used ove again nd t is sulted 

the dcevelopme t i | hly Spx 
clalized core-wire department \ ver 
eral view oft this departm« nt s show 

Fig. & In the foreground may b 
seen benches fitted up th specia 
Wire bending livs vhic have bee! 
made n the tool I mn \ rivel 
number of wires ure counted ut 
bent, and delivered to the coremaket 
requiring them 

Wire Cutting Machinery 

Som ot the mor simple bends 
can be made automatically by machin 
ery Fig. 9 shows in the foreground 
al automatk machine vhich take 
wire trom a coil, straightens it. cut 

to length, and puts a ivht anek 
bend in it Chis Vas milt by t 
Baird Machine C« Bridgeport, « 
Back of it nay iY S tt ( 
several machines which wet turnishe 
by the B. F. Shuster Ce New H ‘ 
Cont ind the Worthington Pump & 
Machinery Co Ne \ | Ches« 
severa machines s vighte 
wire and cut it to | 

Fron the straignte n cs 
comes considerable a unt of re 
cove ed w ite o! don len rth s 


which is not suitable 


ior use as if 18 


Some ot this can be sorted into givet 
lengths, rebent and reused without 
cutting, but much of it is cut into 























FIG ROLLOVER MACHINE MAKES 
FOUR TACKET CORES AT ONE TIMI 
shorter lengths for rebending lo 
accomplish this the special machine 
shown in Fig 7 has been desis gy ned 
and built. This consists of a re- 
volving turret head from which the 
wires ire dropped against a wage 
plate At one eda of the machine 
is a pair of rotary shears which cut 
the wi atter which it drops imto 

the boxes below. 
Much thought has been expended in 
the verfection of the devices in this 
and upon the proper rodding 
ind wiring of the cores ()y this de 
pends much of the subsequent su 
cCcss in the casting operations 
Operates on Schedule 
All work is scheduled through the 
cor room, ind whe re possible cores 
are assembled pasted Mito vr ] 
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and jig tested before sending then 
to the tound:y tor us« in the molds 
Every evening all of the cores for 
the next day’s work are lined | 
on the assembly floor Thus the core 


room is always a tull 


the foundry 


Now following through a few o 


the jobs and hitting some of th 
high points illustrating special meth 
ods of manufacture, will probably bs 
of interest 

Several illustrations in  connectio 
with the production of the Overland 
motor are first shown. Fig. 10 shows 
a detail view of the coremaking ma 
chines making jacket cores. This 
machine is is so located with regar 
to the core bench that the operator 
can introduce the sand with a mini 
mum of labor ind after the wires 
have bee placed, the boxes filled 
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CORES FOR 
rHE 


CYLINDER-HEAD 
BENCH WITH 


FIG. 11 





THE 


MADE ON A 


OVERI 
EQUIPMENT 


AND 
SHOWN 
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HERI 








FIG 12—-CRANKCASE CORE GRINDEI 
AND SECTION OF CONVEYOR 
with sand and _ struck off, a_ series 
of four driers is laid across the bacl 
ind the core plate clamped in _ posi 
tion. The whole is then rolled over 
the corebox vibrated, and drawn away 
as show! At the left, standing o1 
the stool, s a group of four jacket 
cores with thei driers in place oO! 

the core plate 

These core plate S are ill cast ro 
and are carefully machined to insure 
positive alignment All the driers als 
are machined, and are frequently test 
ed to be sure that nothing is goi! 
out of alignment 

Simplifies Core Handling 

Fig. 10 also shows another tur 
which is universal in the practice o! 
the Wilson foundry. When the cores 
are stripped from a core rack th 
plates and driers are returned to the 
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rack, and then the rack with its plates 
and the 
coremaker han- 


returned to 
the 


driers on it is 
This 
dling of plates and driers and assures 
the 


simplifies 


coremaker a 
ahead of 


constant supply 
rack, 
left, 
con 
hifth 
ready 


operations ‘he 

the 
shelves 
the 


his 
1 portion of which shows at 
Fig. 10, 
taining completed 
shelf the 
to receive the 


the foreground 


has four upper 
cores \t 
from top a 


space is 


core plates shown in 
and the 
taken ft 


shelf of 


completed 
ma 
rack 


place 


om the 
the 


with riers it 


plate about to be 
The 
plates 


the 


chine lowe 4 
contains 
ready for coremaket 


Fig. 11 
making 


the 


Overland 


shows 
the 


ror 


equipment 


cylinder-head 


core. On the bench may be seen the 
aluminum coreboxes, and at the left 
the printing device which forms the 
depression subsequently filled by the 


driers shown on the core plates on 
the rack at the right The various 
special wires used in the job are 
shown on the shelf in front of the 


coremaker’s position Attention is 


also device at 


called to a spec tal 
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general method of assembhng the worl 
We will now turn to the core as 
sembly Fig. 12 shows the Overland 
crankcase grinding jigs These are 
machined stops or jigs onto which 
the cores are set There are four 
of these on a revolving table The 
operator first blows off the contact 
surfaces with the air hose shown 
suspended — in the foreground, and 
then places the cores in position 
Some cores are shown on the floor 
it the right, but under working con 
ditions the ores do not touch the 





92 
Oles ‘ pertori g oth ecessar©ry 
operations tor the finishing of the 
core Half-way down the carrier the 


cores are sprayed At the discharge 


end of the carrier the cleaned, inspect 
ed and blacked cores are taken oft 
and put on racks ready for delivery 
to the foundry. The blacking used is 
of such a character that it air dri 
before the cores are used the next 
day, and it is not necessary to pass 
them through the oven the second 
time. It is only in the case of pasted 
cores that over drying of the m 
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FIG. 13—GREEN-SAND CORES ARE USED FOR PISTONS—BOSSES IN THE CORI 
BOX ARE STRIPPED OUT BEFORE THE FLASK IS DRAWN 
AWAY FROM THE PATTERN 

tached to the set-off bench to assist floor at all, but are taken directly 
in drawing the boxes The box is from the rack, placed on the jig, and 
rolled over on the core plate as shown rotated unde the revolving disk 
ind then is lifted off being guided heel which grinds the surface, ren- 
by the angle plate shown back of the dering it smooth, and assuring a de 
core The upper two shelves of the finite relationship between the part 
rack are filled with finished cores ing faces of the cores, and all of the 
while the other four shelves contain jig points on the outside The cores 
core plates each with its set of four are then placed on boards on the roll- 
driers All of these driers are ac er carrier shown at the right, and 

rately jigged to size to insure per proceed toward the right, and subse- 
fect interchangeability of cores quently make a_ half-turn. 

We might continue showing the As the cores pass along the carrier 
making of many other cores for this each operator looks after some spe- 
job, but these two examples have cial point, either gaging, cleaning 
shown the general principle and the out vents, putting in stopping for the 
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MAKING TRANSMISSION CORES 
FOR THE KNIGHT ENGINI 

terial is either required or necessary 

The jacket cores are assembled o1 
a similar irrangement to the rhe 
just described and is WW that cas 
each operator has some pecia d 
to pertorn 

We now proceed to the foundry a1 
to the molding of this job Ch 
particular job is being molded 
machine otf the sand-slinging type 
built by the Beardsley Piper Lo ( } 
cago \ general view f the floo 
is shown in Fig 17 Che machine 
advances into the sand heap, picking 
up the sand, riddling it, and deliver 
ing it into the mold Particular 
tention is called to the special travel 
ing crane arrangement following the 
machine, and attached to the n 
chine by a lead chain, so as to mai 
tain a constant relationship betweer 
the crane and the machine Chis 
really consists of tw crane fram 
joined together by suitable stec 
work, and supporting two underslun, 
pneumatic cranes carrying air hoists 
One of these air hoists is show 
the extreme left, and it may be seer 


that the trolley travel of the air hoist 


is parallel with the travel of the mole 


ing machine. or in other 
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a complete set oft to core the 
mold in front ot ] Che coring 
gang then proceed along the row 
ot drags, assembli cores 
the mold, and testing each Stage 
issembly with 

ft foreground, 
a mold which 


piace d in p 


box rammed 
pattern being secon 
Dox The next tw 
right e completely 


copes While the 
work toward 
dow1 
to back 
lett icrOss 


two rows he pour 


sequently done vith inothe: 
nd bull ladle a method 


“a 7 connection other floors 
CORING YLINDER MOI 


he molding 
Holding the Molds 


ne machine has 
positions tor both 


portions of the mold. The flasks 


ind rammed. su 


cope ind 


placed position 


cCcss 


ve oft t air | t 


HOISTS 
picks up the finished portion of 


inold and sets it on the floor 
shown in Fig. 15, which 
the opposite side ort the 


machine In 


is taken 


ticed that the vo special 
machine pattern clawing devices 
sand 
mounted on rolls 


with it Che 


hich the slinger serves, art 


long 


and dragged 


drags are set down on 


a row, ind wooden plat 
placed on the row of 


finished leach 
roden platforms first is loaded with 


molds 


one ot these 


IG 17--SAND-SLINGING MAC 


MAKING CYLINDER MOLDS 


HINI 


Working with the sand-slinger 
14 men 


wry 
pou! 


ou 
ram, core, and prepare 
ie 300 cvlinders 
, . 
11h na 


1 
Ont 


Green-Sand Piston Cores 


ympleted 


b l t left 
FIG. 16—TOPPING TRANSMISSION 


hine makes two dr y 
CORES FOR THE KNIGHT ENGINE 


rag t 


be) a 


each contains tour pistons 
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At the right is shown a small strip- the Grimes Molding Machine Co. The = standing next to the mold, is placed 


ping-plate machine used for making machine in the foreground is shown’ over the pins on the plate and the 



















the copes, and in the center of the clamped ready to roll over, while the’ half-dry-sand core, made as shown 
illustration is shown one of the copes. one in the background is shown with in Fig. 14 is located on top of the 
This group of machines makes rapid the corebox ready to be filled and green-sand core In the illustration 
progress in producing this type of rammed At the left is a rack filled the frame has been removed, leaving 
pistons. The use of green-sand pis- with cores for drying, and in the _ the dry-sand core perfectly fitted 
ton cores takes a big burden off the center foreground one of the cores is over the green-sand core Next, the 
core room, and the absence of dry- shown on a core plate ready to be drag, made on the machine show: 
sand cores gives a longer life to the placed on the rack. the background, is set on top of the 
sand heap The mold into which these enter dry-sand_ half core the clamp 
The accuracy of these methods of is made with half green-sand and frame swung _ in place the drag 
molding can be judged by the fact half dry-sand core, and the machine clamped, and .the entire assembly 
that all finished pistons are kept for producing and setting the core rolled over The corebox s then 
within a limit of 1 ounce variation’ is shown in Fig. 16. In this illustra drawn off from the green-sand cor 
in weight. tion the green-sand core is made in leaving it supported on the dry-sand 
Fig. 14 shows the rigging for pro- the corebox, which is below the flat’ core in the drag, as shown in_ th 
ducing half of the Willys-Knight plate shown As soon as the half mold on the carriage at the lett 
transmission core. These cores are green sand core is rammed up and This assembly is then lifted to the 
made on rollover machines, built by struck off, the locating frame, shown floor and the cope placed in position 












Standardizing Taper on Round Cores 


BY WILLIAM J. WARD 


M! THODS of tapering round 14-degree taper as shown in Fig. 1 a solid piece of stock long enough to 






cores vary depending on whether and the metal corebox is shaped to cor extend through and form a print on each 
the cores re made in a iobbing res|[x md as shown at Fig 2 The cores side, is iorced in from the cope side 
foundry where probably only one casting are made singly and rolled out on a The piece of stock is slightly’ tapered 





oft a given pattern is ordered or in a plate. Where many of these boxes are and therefore any subsequent tapping on 













specialty shop where thousands of cast required it is advisable to prepare a_ the top will tend to tighten rather than 

ings are made fri ; the same pattern. master box about 12 inches long. This loosen the prints 

The jobbing molder ‘can go to the core box may be used as a pattern in the 

room, select a length of straight core foundry where the mold may be stopped- oe 

and taper the ends to suit his require- off to any desired length, or the cast- Nine ty-eight CORSE einer 

ments. Lack of skill or judgment will ing may be made full length and then ‘#*'!S8 babbitt metal and solder im 

result in a spoiled casting. If the core cut to length in the metal pattern shop 1921 compared with 111 in 1919 and 

is too long it will push the cope and Core prints may be attached to the %° in 1916, states tl United States 

probably cause a quantity of loose sand pattern in the manner shown in Fig. 3, census bureau. The number of persons 

to fall into the mold. If it 1s too short For wood patterns all prints up to 7% engaged was 2089 in 1921, 3372 in 1919 

rr 6if «the tapered end fits loosely in inch are made with a %-inch dowel 4 and 1686 in 1916. Salaries and wages 

the cope core print, the resulting hole inch hole is bored right through the totaled $3,476,000 in 1921, $5,053,000 
tl ‘astin vill be nter in the pattern wl t ib] id the pri n 1919 and $1,614,000 1916 Che 


















‘ 1 ‘ 7 —w) 
case of a cylindrical casting and pro ire pressed i is shown to th right cost Of raw miaterials us i= 

. . > +- > { ij ( 
portionally out of place in any other in Fig. 3 Larger prints are provided 355,000 in 192] $48,844,000 in 1919 
1 1 , e1¢ 4£E9 1 
shape of casting. A satisfactory method with correspondingly arget dowels und) =$15,652,000 in 1916 Che total 








I dk ening ind ultaching core prints Th method facilitates ntercl inging ot value ot products was S202 OOU0 in 
shown in the accompanying illustration e prints For metal patterns the 1921, $59,017,000 in 1919 and $19,180,- 
lhe cope core prints are cut with a hole 1 bored the desired diameter and N00 in 1916 


























FIG. 1—CORE PRINTS ARE PROVIDED WITH A 14-DEGREE TAPER FIG. 2—TYPE OF METAL COREBOX EMPLOYED FIG 
3—METHOD OF ATTACHING IRON AND WOOD CORE PRINTS 




























Correcting Flaws in Metal Mixt' 2s 


Problems of the Gray Iron, Malleable and Steel Foundry Discuss: 
By H. E. Diller 




















Valve Castings Porous ‘“" sme Limit Steel Perc :ntage in 
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mixture 


Bevel gear veighing 2, 40 60 and t siaiicaila _— | 







370 pound each spur vears wetgehu ' 


40, 100, and 600 pounds each; cha ma 







der pig iron. The iron should be of your works will have to determine into the molten zinc, taking care 








a composition that the castings which of these two should be used is dry before putting it into the zinc 
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s, Automatic Circulation of Molten Metal 
‘hoking Is Avoided-—-Refractory Lining Only Limitating Feature 


NEW 
desig aa 


ition furgace has been 


nt Atiny nonferrous 


metals this’ particular fur 


ice as iver imduction furnaces, 
the heat {s fPoduced by al electric 
current induce by tratsformer action in 


molten charge, 
Phis 


from the melting 


a looped portion. of the 
called the secondary sec mdary 1s 


listinct pot 


chamber 


which the cold charge is received 
melted and held refining and pour 
ng The uccess of the turnace dep nds 
upon a continuous, automatic circulatio 


{ the molten metal between the second 


iry and the melting pot, to prevent ove 
eating in the former and to deliver th 
heat to the cold metal in the latte It is 
th m o the secondat and 1 th 
iract« ul ( culat ind the 
method pro ¢ t. t the ew 
mdamental  teatures f tl furnac 
re tound 
The secondar op this rurnact 
ses upon itself with passing through 
he melting chambe s illustrated by sec 
nal views in Fjg. 1 It is in the 
m of a hollow ylinde i consider 
e length, which . »mmunicates with the 
ting chamber rough two distinct 
rts or passages om opposite ends ot 
cylinde: The current flows around 
cylinder in a circumferential direc 


m without entering’ the chamber or 


i 
mmunicating passages while the ci 
‘lating charge flows through it in = an 
jal direction, transverse to the cut 


nt. The movement of the molten metal 


unidirectional from the = secondary 


inder to the melting chamber by 


one 


and from that chamber back to 


age 


secondary bv the other 


Enormois Force 


I " this durnac is ef 
ae rT electromagnet 


ugh the medium ot 


ld which exists 

( la \ t 
proportiona 
e st ent flowing, and 


milia me engineer 
iving ( T vul ‘ t} 
9g vhen the wind 
a t he ifficient rigidity 
} » che . held 
I he t s t r owe 
‘ t ( Fl Co 


BY J. MURRAY WEED 


to withstand the enormous forces ot 


nature which are set up when 


cuits 
Che 


Sp cial cas¢ ol a 


occur 

induction furnace is, in tact 
short 
the 


circuited trans 


former, in which internal impedance 


is comparable with the total full load im 


pedance of the secondary circuit of the 


rdinary transformer. The repulsive force 
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supporting the 


» withstand — the 


this 
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G TRANSVERSE SECTION THROUGH 
"RIMARY AND SECONDARY Olt \ 
HYPOTHETICAI FURNACI 
WITH CURVES 


Bi } . , ‘ ’ the " ty ‘ 
cr | 
s n » A-A 
~ « = t s css t hie 
5 eto ¢ - 
P s t 1 pre 
‘ iffere betw 
. es Pp ~ . equ to 1 
fers et wee es g stresse 
The x 1 t ess oc 
e part of t listant 
ort ¢ cuter t ich is XIst 
ordina t mers wh rmal 
ided 
Some explanation may assist in undet 
inding how this” repulsive force he 
? ettect p wluc v ( culation 
nolten 1 er through the cond 
vhile t! la tsel xe | 
posit , 
at Ca i dit i tra wi 
vith lid secondary itive moti 
ver prima and SEC aary ccurs 
ly when the strength of the structure 


windings is not sufficient 


force corresponding 


the current flowing, and when = such 


997 


part | 


cause the 
higher 


sure It 


- 1s New Induction Furnace 


ry District from Melting Chamber Between Which Is Kept a Con- 


Danger of Magnetic 


LOTIO does occur, the current and its 
onducting medium, the solid meta f 
the col necessarily move together lt 
this lurnace the cast quite d 
erent he repulsive for vill alway 
be sma relative to tl physi | strengt! 
t the structure as a whol ind = while 
the secondary current and the po ition 
I the secondary ck | t snitt vet th 
secondary conducting medium cat und 
does flow Chis dit ce unde 
tood atte ( mesic I I iture I 
th magnetic eakagt eld which : 
the same in both « Thr he itural 
ettect i the modifi t Ipo 
it icllt 

The physical characteristic yo whi 
any magnetic tield make tse] ipparent 
are those ol mechani i ttraction and 
repulsion, and of inducing voltages 


conducting media ‘ 


\ mot ! 
not parallel to the fiel mr vetween 
it and the conducting mediun A for 

t attraction exists betwes mlike mag 
etic pol s, whik i tore repulsion ex 
sts between like Dp le hie lornn 
fore s due to ‘ ‘ 

( Stress exert aires 
tions parallel to its P tte 
lue te i pushing ef mpre ve 

ess direct 1 i £ i if t 
the field These stress ire true n 
chat ical stresses rik l vran 
per square centimeter o1 pound p 
square inch, which exist multane in 
any magnetic field, and which produ 
the esult vhich cl tress would 
he expected to produce 

Pressure Varies 

Che tre nvolved — he that 
pressure at right angl t e held, tl 
held being the cakage ctweel pri 

mary and secondary. | case of the 
hid secondar ’ t! i transto 
net t it ree nove hly m 
t will be produce | | t pl per! 
upported, although mechanical pressure 

produced, no movement ( In t 

se of the fluid secondar { the f 
ict the mechat ical pre i! ppeal 

a fluid pressure and even though the 

secondary as aie whole not tree to 
move, this fluid pressure f t uni 
torm, and if permitted to do » will 


metal to flow from points of 


pressure to point ot lower 


that 


pres 


the 


remains now to show 





THE FOUNDRY 





Ih 


i I 
Au 











AL SECTIONS OF THE FURNACE AT RIGHT ANGLES TO 

EACH OTHER 
chamber 2—Molten metal cylinder in which heat is 
generated by induced currents Ducts for unidirectional circulation of the metal 4—Primary 
5—Laminated iron core 6—Refractory lining 7—Thermal insulation 8—Charging 
Pouring spout. Note the thickened sections at the ends of the secondary 
one serving as a channel for distributing the metal around the perimenter 
the cylinder and the other for collecting it The flow within the main 
body of the cylinder is in axial direction Note the axial displacement 

of the primary winding with respect to the secondary The 

velocity of the cir I may be varied by 

shifting the winding 


FIG. 2—TWO VERTI 


Molten metal bath in melting secondary 


winding 
door 9 


cylinder, 


ulation of the metal 


position of this 
stresses at 
that 


mechanical 


pressure is greater at certain points in ference between the magnetic 


than it certain others, given points the secondary ap- 


this 


the secondary 


nd to show how pressure difference ars n thos nts as 


utilized to produce the desired cit 
primary and 


their 
been 


ge flux between 


1 


ot all confined between 


wuundaries. This matter has 


for ranstormers 
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side farthest from it, the integrated or 
effective pressure will be represented by 
that the ordinate of P 
at any point added to the ordinate of S 
the Th 
rep 


that 


curve P, such 


equals maximum value of S. 


ordinate of curve P at any point 


resents a pressure difference between 
point the 


secondary nearest to the primary. 


and a point at side of th 


In the case of the fluid secondary found 


in the furnace, this pressure difference 


fluid 


within 


constitutes a difference of pressure 


It cannot the sec 
ondary, since it is opposed by the stresses 
field sets it If, how 


passage or 


equalize itself 


of the which up 
provided 


the 


ever, a passages be 


external to the secondary, from point 
of maximum pressure (farthest from thx 
to the 
(closest to the 
Fig. 3, the 
the fluid to 


arrows. 


primary) point of minimum pres 


sure, primary), as illus 
trated in pressure difference 


will cause flow, as indicated 


by the 
Field 


The flow 
be maintained by the field, with a corre 
the 


the 


this 


Maintained by 


pressure causing will 


from point 
the 


strength of 


sponding internal flow 


of minimum pressure to point of 


The 
that the 


maximum pressure. 


flow will be such sum of th 
pressure drops due 
th total 


hy 


internal and external 


to friction will be equal to 


pressure imparted or generated 
field. 


and 3 ill 
the principle 


primary 


Figs. 2 ustrate in the simple 
involved. Th 
and secondar 


in the furnace, < ually developed at 


manner, 
arrangement of 
lifters 


represented Irom 


in Fig. 2 and 3 for practical reasons, 
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irrangement transverse 


uch as 


strated in 


yuiti 
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Maximum and 
found at 


the principle is the same. 
fluid 
the ends of the secondary 


minimum pressures are 
cylinder which 
are respectively farthest from and nearest 
to the primary winding as a whole, or to 
use a form of expression common with 
transformer designing engineers but some- 
the 


nearest to 


what lacking in definition, at ends 


which are farthest from and 


the magnetic center of the primary wind- 


ing. This pressure distribution § results 
from the diagonal arrangement of the 
leakage field, due to the axial displace- 


ment between the primary and secondary. 
It is the this field 
difference 


component of 
the 


radial 


which generates pressure 


THE FOUNDRY 


ings have, upon numerous occasions, re- 


sulted in crushing the mechanical supports 
of the coils and deforming the coils them- 


selves, the primary being driven in one 
direction against the yoke of the core, 
and the secondary in the other. The dif 
ferences in fluid pressure between the 
two ends of the secondary cylinder in the 
furnace are demonstrated by the flow of 
the molten metal in the furnace. Any 
reasonable velocity of the circulation can 
be easily obtained, by merely adjusting 


the primary wind 


the 


the axial position of 


ing with respect to secondary, for 


which provision is made in the mechanical 
the 


design of furnace. 





229 


desirable limits, not only restricts the 
temperature variation of the metal to a 
small value, but also avoids the danger 
of magnetic choking 

This makes it practicable to force 
the furnace to any extent which is feasi- 
ble for the primary winding and core, 
and particularly adapts it for the melt- 
ing of high conductivity metals, such 
as copper, as well as of metals of lower 
conductivity. The form of the secondary 


is favorable to flexibility of design as 


regards size and _ capacity The only 
limiting feature in this direction con 
sists in the refractory lining, due to con- 
siderations of mechanical strength and 














between the two ends of the cylinder. As intimated at the beginning of this general reliability. Such limits are prob 
That the axial forces set up in such paper, the chief significance of the new ably capable of indefinite expansion. In- 
an arrangement are substantial realities, physical features which have been des- creased size and capacity will have no 
has been demonstrated by experience in cribed lies in their effects upon flexibility necessary effect upon the power factor, 
transformers with windings of the con- of design and scope of application. The which is inherently high with the long 
centric cylindrical type. Comparatively free unidirectional circulation, set up by thin section of the secondary Che 
small axial displacements of these wind- a force which can be controlled within lining is the only limiting factor 
By Charles Vickers 
f Ni k ] B alloy. The object of first alloying th understand how the alk could have 
Alloy o ickel - Bronze fe , 
tin and aluminum is to increase the speci- been poured at 800, 900 or 1000 degrees 


Melted in Cupola 


ls there an f TY melting 
a ni } } f la iad! h If} j 
Oo Uw f } sts f copper 
2 , 06.5 per ¢ f aD 10 
pe } an 1.5 per cent 

The cupola will melt the alloy but 
the problem is to get sound castings after 


melting is done. As the alloy con 


the 


tains 1.5 per cent aluminum we presum« 


it is possible to make sound castings 
from cupola melted metal However, 
this is only a guess for never have we 


seen it tried 


The nickel should be added in_ the 


shape of a 50-50 copper nickel alloy 
and the tin and the aluminum should br 
added to the molten copper and_ nickel 
alloy after it is tapped from the cupola 


hot, 
is tapped, charcoal 


Melt 


the tin and the aluminum together in 


The latter should be 


into a ladle. 


and after the copper 


should be scattered over its surface. 


the proper proportions previous to th 
time the alloy is to be used and 
in it into small ingots which can _ be 
idded to the molten copper-nickel alloy 
the ladle. In addition to the aluminum 
which will act as a deoxidizer, it would 
do no harm to add about %-pound man- 
ganese copper tor cat h 100 p vuinds cop 
per tapped from the cupola. Place the 
manganese copper in the bottom of the 


heated ladle, and tap the copper onto it, 


then add charcoal and the tin-aluminum 








fic gravity of the aluminum If added 


in the metallic would 


float on 


shape it probably 


top ol the copper, or im the 


upper layer, and be difficult to get 


After the 


metals, it 


properly mixed addition of 


the white will be necessary to 


employ som stirring arrangement 


Should there be any difficulty about stir 


ring the metal, tap the copper onto the 


’ 1 


tin-aluminum alloy. 


High Temperature Causes 
Aluminum Trouble 


We are making small but massive 
umn stings of an all f copper 
14 per cent; aluminum 86 per cent, but 
we unable t un them fre f small 
holes which show like little specks after 
the castnas are machined 1 sample 
casting s f rma? led ror u nspection, 

d we will appreciate any suggestions 

ll rra c fi le fo Ter as to the Cause 
of these holes The sample was poured 
at 1400 degrees, Fah but we have 

ured at 800. 900 and 1000 degrees and 
have experienced the same _ troubli 

Usually the difficulty exp rienced in 
the case of these castings is caused by 
pouring the alloy into the molds at too 
high a temperature. For tine castings in 
question a pouring temperature of 1400 
degrees is too high. As the melting 


point of commercial aluminum is 


1157 


pure 


Fahr., we are unable to 


degree s 





unless two thermometer scales are being 
used, the Fahrenheit for t 1400 devrees 


and the Centigrade the 800, 900 and 
1000 degrees 

Otherwise we incline t the belief 
the temperature is being judged without 
the aid of a pyrometer, or if one used 
it requires calibrating lo overcome the 
difficulty, pour the metal at as low a 
temperature as possible, and in the case 
of the castings in question, that will be 
around 1256 degrees Fal vy pyro 
meter. If the casting temperature are 
being judged by the eye, pour the metal 
when it appears silvery by ordinary day 
hight, and slightly red in the gloom 

Give the aluminum alloy careful at 
tention during the time it is melting 
Keep the metal just under fusion until 
the pot is filled, then uperhe it to a 
dark red in the _ furnac: which will 
give time to get the metal to the molds 
at the proper pouring temperature 
Nothing else can be done but careful 
attention to the foregoing details will 


overcome the difficulty 


Small Amount Aluminum 
Causes Pitting 


Ie are casting an a f 65 per 
ent copper, 30.42 per ” 21 per 
ent lead, and OA per ent tim into 
small castmmas using a saues machine 











you a sample castng from which you 
will note a number of pit holes on the 


unfinished sides of the ¢ When 


machined _ the 
pils on the unfinished portion sp nl the 
appre the work. A g 


pig metal is melted in a 


asting 


metal as sound, but 
carance of 

eT 
nmon-crucwle 
oul hired Purnace 


We are unable to decide from an in- 
whether the pits 
the 
We 


cores 


spection of the casting 


caused by sand washed from 


are 
are due to a draw. 


the 


mold, or if they 


that sand 


the 


note one ol green 


forming the depression in casting 


has washed off at one side to an extent 
that would provide loose molding sand 
sufficient to cause the pits, but of 


course, this might have been broken in 
lifting the cope and never repaired. Th 
trouble with the casting 1s that it has 
been finished and looks as though it had 


been dipped This pre would re 


move evidences of 


CcCsSs 


1 


aluminum im the metal 


which would be undipped 


Casting | the casting has ot bee 
dipped the the meta contains alum 
um, if it has been dipped suspect 
the presence ot aluminun because this 
clement will cause just the erupt 
exhibited b the casting 
\ ill ot the compositio cry 
\ | \ thout ilu 1 in nd Ww tt 
cla 1 omitted there il] | 
» 3 such is. sh lo rOovVIe 
vuist he Sa | \ sh a ida i ) 
e amor ( mo sand t 
il don rther addit 
, Also the runner shoy 
‘ mostly j hie on 
(dl 1t-to th cast to 
! nd sh kag 


Metal Is Poured Too Cold 
in a Dirty Mold 


/ 


would say that the metal has been poured 


at tor low a 


temp rature 


the 


0d class of 
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places are caused by the washing and 


collecting of some dust-like incombustible 


substance that is either used in pow 


dered form on the mold, parting or some 
from 


the 


kind of facing, or, they may come 


powdered charcoal on the surface of 


metal In making the molds, blow the 
parting material from the patterns, then 
dust slightly and when finishing the 
mold, dust over with flour and blow off 
Have the metal bright looking and lively 


and 
the 


pour the molds rapidly Instead of 


charcoal that is put on top of the 


metal, scatter about an ounce of powdered 


phosphor-copper or shotted phosphor-cop- 


per on the surface and rabble it about 
with the skimmer, then keep the dross 
back when pouring the metal 
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Leaded Alloys Not Always 


Acid Resisting 
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stand a great strain We have tested 
four different alloys with poor ri 
sults One of these alloys contained 
copper 74 pounds; lead 15 pounds; tin 
8 pounds and sinc 1% pounds 

There is no such thing as an acid 
resisting nonferrous metal alloy al- 


though some alloys will resist certain acid 
Thus at 


content Wii 


others 
nickel 


sulphuric 


solutions better thai 


alloy with a_ high 


solution of acid bette 


copper-tin alloy, but in a solu- 


tion of hydrocloric acid the expensive 


high nickel content alloy is inferior to 
the ordinary red brass used for radiator 
valves. It also is a mistake to imagine 
that a highly leaded alloy will be a 
good acid resisting metal The lead 
is only held in suspension in the alloy 
and therefore a leaded alloy will not 
resist any acid solution that will attack 
lead It is stated the castings a su 

jected to great strain, but a leaded alloy 
is wanted because they must be acid 


resisting Even if we admit that 


lv leaded allovs would resist this parti 


1 cid =s 1t1i0n—particula not ¢ 
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White Metal Alloy Will 
Resist Oxidation 


, ; 


p metals ut ' 
po tac te het 
posed t tmospheri fluenc P 
bly simples ‘ ~ getting 
The ric ? + ( + 
plate Lowe bras | 
he hig! ght 1 the ckel plat 
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: l cl iT¢ val p r 
use an allov of 50 per cent copper 
pe cent nickel to alloy the nickel 
tent The aluminum its added last 














Foundry Problems Discussed 


Specifications for Pig Iron, Prevention of Embrittlement of Malleable by Galvan- 


izing, Sulphur in Coke and Treatment of Steel Considered at 


Meeting of Mining and Metallurgical Engineers 


DOPTION of the tentative specth 
cations for foundry pig irons 
as proposed by the American 

Society for Testing Materials was 
urged at the meeting of the \met 

ican Institute of M iw and Metal 
lurgical Engineers, held Ne York 
Feb. 19-22 In discussing these tenta 
tive specifications I): IRy ird Mo 

denke, stated that 


Watchung N 


the requirements t specifications 
were compiled sO as to leay the 
foundrymiat bsolutely ree n the 
selection of what he wants, merely 
safeguardn the 1 hods b which 
he may make know hat he gets, as 
ve as protecting the furnaceman 1n 
WS proper shipments Specifications 
or i special line of castings sh muld 
be de ite cr ft cal cha 
acteristics ) ( te covered h 
said ut era i id 
means ot proce I 
1) Moldenk state hat ! be 
eves the ‘ i dard Zily the 
( ympositi I of | es ) castmegs 18 ft 
a bad o 1 \ 1 these coimpcst 
tions do not beco ul vi the spe 
iti s Ter f wmraditt Ss of prat 
1 considerabk 
er ) xt ( t it ca ’ 
ss t meh i cupola yt 
, ] 7 ted it that ‘ 
cast ys ot ot ( } ( nS 
meat I ditfet mm that 
The comme | nec ! he 
scrap t s the s¢ l ste« 
scrap 1 espe rh gotrack orl 
mean w hie coml ned i “ cle 
ariation compositior equire 
ments wh 1 muibitate va ta dard 
analyses He said he te that t 
was wise t ide 1 comp tions 
wanted Wit ullich ] \\ le limita 
T170nSs 10 rness i \ t ( men 
t nsure the result - commended 
“actice rather + id 1t¢ re 
catio equireme t | ter t Vas 
suggestes 1) Purgess that ms 
ot MNIMCT d l practices ) om 
piled, t serve S 1 pp to tie 
specifi t ~ 
Recommended Practice 
Dr. Moldenke said this would put 
up to the foundryman to be sure 
of his ground before deliberately de- 
viating from what is recommended 


and upon what he has been sup 
posed to bid In the case of eventual 
trouble and rejections ot work, — the 


foundryman has nothing to stand upon if 


he has used his own judgment, as against 


the crystallized thought embodied in gen 


erally accepted standards, the speaker 

added 
Offers Solution 

On the other hand, he stated, there is 
no reason why one or more of the el 
ments m cast iron should not be particu 
larly specifed in the fixed requirements 
if these elements are of vital consequence 
He cited the example of sulphur in cast 
Iron pipe The introduction of the maxi 
mum limit of sulphur in one case, phos 
phorus in another and copper in still an- 
other does not mean, however, that the 
tull composition should be specified, for 
in so doing Dr. Moldenke said, the put 


chaser is 1n realiy taking over the responsi 


the final result Phe 


present 


tendency of adding chemical requirements 


the usual physical requirements is 


strongly to be deprecated H« declared 
that the selection of the right composition 
tO i givel casting Ss not the cure ill 
of the situation, but is merely a safe start 
" point It was brought out in the dis 

ssion that t 1) ficat il t | 
pheabl t isting uw that a con 
waite ! +] Dt n 


W. Wood, Philadelphia, th 


' 
expressed 


that 


opimion the specifications are excep 
tionally good, if not almost final, and 
urged that they be ad ypted lt closet 
specifications are desired, it should be a 
matter of personal negotiation, he said 
Incidentally, Dr nke, in touching 


Molde 


on the subject of sulphur in iron, said 
that a foreign process of desulphuriza 


tion has been meeting with considerable 
success, and will undoubtedly show it- 
self. in this country within the next. six 


months 


ie problem of deteriora 
galvanizing was ad 
vanced in a paper presented by W. R 
the | Malleabl Co 
Naugatuck, Conn, Th ment of 
process of galvanizing 


the 


tion of malleable in 
Bean, Iron 
embrittl 
malleable in the 


he 


phosphorus and silicon contents of the iron 


said, is intimately connected with 


Low phosphorus and low silicon irons, 


under 0.15 and 0.80 per cent, respectively, 
will withstand the process best and show 
little With phos 


or no deterioration 
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phorus contents of the ordet 


cent considerabk liberty may D take 
with the silicon which may go as high a 
1.30 per cent without serious tr le tron 
galvanizing, he added 

Experimentation ha prove that 
those irons, which are embrittled, the di 
terioration bv th galvanizing 1 au t 
a thermal effect resulting from th 
quenching after the galvanizing opera 
tion However, the exact mechanism of 
the deterioration, that whether it is a 
form of imternal strain or a segregation 
of the silicon and phosph ome way 
at the grain boundaries o1 me other fac 
tor or tactors, 1s not as vet know 

Microphotographs were displayed, which 
demonstrated that fracture in the defe 
tive galvanized material intergranular 
an abnormal conditior vhile fracture it 
ungalvanized materia transgranular, a 


condition common to nearly all 


normal temperature other 
brittleness of such malleabl 
rate in galvanizing d ‘ ‘ 


weakness 
Three distinct metl 


mIz7INe 


oped Mi 


embrittlement | 


Bean () 
manipulation of th 
con; another by tl 
ture quenching 


Annealing a Factor 

Mr Be il declared tl I e tl 
ation ot the papel It 
problem indicates that anneali 
tor affecting, slightly, at t 
ter i the fracture luced 
tests were l ade ( 112 « prin 
mens irom as mia t 
heats, anne iled ut t 
cvcles \s . oe ady 4 
in determining whether r not 
ron is fit for galva rh 


Was 


desirable 


presented hetween d ra 


Irons msoOlar as 


1 
ind 
{ a 
‘ 
Oo 
cit 
nat 
pa 
; ¢) 
«i I 
, 
' i 
r 
ite 
' 
1 i ! 
rve 
ind un 


ind phos 


phorus contents are concer! But the 
further experimentation above mentioned 
caused Mr. Bean to adv: ll foundrymen 
to keep to the left of the curve by 0.04 
per cent phosphorus Mr. Bean stated 
that while he and his associates did not 


include cupola malleable in th 
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believed that the results would be prac- 
tically the same 


Forms of sulphur in coke and their re 
lations to blast furnace reactions were pré¢ 


Alfred R. Powell. 


sented in a paper by 


He pointed out that while sulphur al- 
ways has been a troublesome element in 
iron smelting, the problem will become 


of increasing importance as the higher 


sulphur coke is used, because of the rapid 
ly diminishing supply of low sulphur coals 
Rather than discuss the slagging conditions 
that promote the sulphurization, which he 
felt was fairly well understood, he placed 
emphasis on the conditions under which 
the sulphur enters the iron, and added that 
further study 


he proposed to make a 


which would deal with the factors in 
volved in the entry of the sulphur into 
the iron 

Coke, he said, contains four character- 
istic constituents; namely, ferrous sulphide 


absorbed free sulphur, sulphates, and sul 
phur held in solid solution in the carbon 
Mr. Powell stated that the 
of the blast 
the sulphates in the coke are 


the 


reduction zone 


furnace, the free sulphur and 


reduced to 
zone ot 


ferrous sulphide. In spongy 


considerabl sulphur 1s 


iron, a amount of 
taken up by the iron from the coke. The 
ferrous sulphide constituent’ of the coke at 


this point is in the form that gives up 


the slagging and combustion 


that 


sulphur In 


the iron was contaminated in 


ZOTKM 
the 


ized by 


upper part of the furnace is desulphut 


the slag 


Clean Iron 


Until a systematic study is made of the 


the 


methods colloid chemist can suggest 


in obtaming clean steel, the surface ot 
this problem has scarcely been scratched, 
according to H. W. Gillett So tar, he 


relatively satistac 
that 


quiet period in electric or crucible furnace, 


there is only one 


said, 


tory method in use, being a final 


and that this was not infallible He de 
fined dirt in molten metal as an emulsion 
or suspension of colloidal nature, and 


Prot \ D Cornell 


as to several methods by 


attack 


quoted Bancroft, 


university, which 


the colloid chemist might the prob 


lem. One was that it might be possible 
to clean the metal from sonims by intro 
ducing more sonims of larger be 
cause ot the greater tendency to agglomer 
ation: another, the possibility of absor 

ing the sonims into other materials. Still 
another 1s increasing ¢ ilescence by mal 
ing the sonims more fusibk The cleat 
ing action of titanium and vanadium 1 
teel was suggested as possibly having 

pecihe coagulating effect on the sonim 
enlarging them above the critical size 


they will rise 

Mathewson consu if - 
New York, was elected president of the 
institute, Col 
Dwight, also of that city. T. T 


tme engine 


succes ding 


Brewster, 
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vice president of the Mount Olive & 
Staunton Coal Co., St. Louis, and 
Frank M. Smith, director of the Bunker 


Hill smelter, Spokane, Wash., were elect- 
ed vice presidents, succeeding Frederick 
Laist and Seeley W. Mudd. 
with the 
serve the directorate for the ensuing 
year: A. N. Diehl, general superintendent 


These officers, 


along following members, will 


on 
of the Carnegie Steel Co., Duquesne, Pa.; 
Reno H. Sales, geologist, Anaconda Cop 
per Mining Co., Butte, Mont.; Seelley W. 
Mudd, Los Angeles, Cal.; G. H. Cleven 
ger, consulting metallurgist, United States 
Smelting, Refining & Mining Co., Boston; 
and W. H. Aldridge, president the Texas 
New York The latter 
re-elected. 


Gulf Sulphur Co., 


three were 


Fine Sand Suitable if 
Properly Vented 


We have just started a found 
the lined to 25 
blast is No. 


recommended 


(/ucstton 

which cupola is 
The 
Forge Co. 


ry in 
inches. furnished by a 
6 Buffalo 


at JoUU 


lan, 


i run revolutions a minute but 


which we have coupled to a heavy duty 


oil engine, variable speed, that will give 


us up to 4250 revolutions per minute, o1 
about 11 or 12 ounces. he blast passes 
through an 8-inch pipe and enters th 
cupola through two 2% x 7-inch open 
ings. On our first heat we lost 25 


per cent of the castings on account of 
blows from the new sand, and on the 
second heat we lost 10 per cent on ac 
count of cold iron at the beginning: ot 
the heat We are enclosing illustration 
of the casting and also forwarding a 
sample of our sand. All the holes in 
the casting are cored with the exception 
of a inch hole in the side which is 
crilled. We use all scrap for the charge 


uiciuding a considerable quantity of good 


machine scrap on account of the drilling 


operation. We used from 7 to 10 per 
cent steel last season, and while the 
castings seemed harder and tougher they 
also appear to be subject to blow holes 
Would you advise the use of pig iron 
and to what extent? We understand 
that there is a process for using up to 
40 per cent steel which would be an 


advantage t us 1 Ww 


What amount of 


could get away 


1 
steel and 


with it. 


limestone would you suggest and what is 


the chemical tion of the limeston 
\\ 1 d you ad\ us A he ch i d I 
coal to op up ou new d and 

if pr Pp 

, T} S ple of und mitted 
ipparentlv ld produce itistactory 
ca rs It rat rine il 1 there fore 
h 1 be | lled | \ dry and not 
rammed to hard The pocket in the 
knuckle should be vented freely to pre- 
vent the casting from blowing The 


use ot beach sand or sea coal would have 


up the sand, but judg 


a tendency 


to open 
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ing from the sample submitted we are 
of the opinion that the use of neither 
one is necessary. If you are cleaning 
the castings by hand the addition of 1 
part of sea coal to 10 parts of sand 
will be found beneficial since it will have 


a tendency to produce a cleaner skin, but 


if you are tumbling the castings in a 
mill its use is not necessary. We see no 
valid reason why you cannot core the 


two inch holes in the sides as readily 


as any of the other holes. It is a cheaper 


method than drilling and besides if your 


iron is on the hard side it will make no 
difference. 
Your indicated blast pressure is too 


circumstances 
From 


high and under ordinary 
will cause hard and oxidized iron. 
8 to 10 


small cupola. 


pressure is high enough 


You 


conditions by 


ounces 


for a would secure 


more uniform melting pro 


instead of two, tuyere 
The 
the 


viding tour, open 
ings 24% x 7 limestone 
ash to 


drawn 


inches. 


melts and unites with coke 


which may be 
time to thus 


Usually th 


form a liquid slag 
off 


cupola clean. 


from time, leaving the 


amount ol 


slag produced in a cupola running on a 
small heat will not affect its et 
ficiency However, if on account of 
using an excess of dirty scrap, the cupola 


shows a tendency to bridge during the 


progress of the heat, or if it is difficult 


out on the following morning 


you may use a shoveltull of 


on each charge with beneficial 


recommend mak 


should 


In your case we ul 
ing up your charge in 300-pound lots 
of iron with about 50 pounds of cok 


under each charge. The coke bed should 
extend approximately 24 inches above the 
tuyeres just before the iron is charged 
From 7 to 10 per cent steel scrap prob 
ably is the maximum amount you can 
carry with an all-scrap charg: Your 
castings will need to show at least 1.50 
per cent silicon and the amount of steel 
scrap used, which has no silicon, will 
depend on the silicon content of the re 
mainder of the charge 


Plan Two Day Meeting 


Two days technical sessions and an ex 


foundry equipment and supplies 
\ ISCONSIN 
association for its 


Wis April 
the 


hibition of 


are planned by th Foundry 
meeting 


4 and 5 The 


men’s 
in Madison, 


discussion ot 


will include 


program of 
practical foundry problems and a consid 
eration Of question ort economn ind px 

litical importance The stock judging 
pavilion ot the state university has bee 


secured to provide space for the exhibition 


ntion at this meeting to torm 


i per! \¢ state organization and to es- 
tablish a research department, for which 
the University of Wisconsi has offered 


the use of its laboratorie William J 
Grede, Liberty Foundry Co., Wauwatosa 


Wiis association 


is president of the 
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BY PAT DWYER 


THE KIO KINDA 
TAKES AFTER 


A> THE OLO MAN 


Hun? 
HUH ? 
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es \ 7, &; 
_. 
ELCHING clouds of highly odo: e | t to hasten to his apart 
iferous tobacco smoke from a ments for a perfumed bath and a com 
new and shiny corn cob pipe, plete change of 1 t Li sO 
bill drifted int our modest cot on ( 
night recently. He removed the pip¢ Witl the eal ofl our _ true 
temporarily and cautiously inquired if  proselytiz he begged me to accom 
the Missus was hom With the true | him to the only real Mecca in 
spirit of hospitality which recks not ot > Yo here the faithful were 
consequences and blissfully allows the erved in a proper manner At one 
future to take care of itself I told e Oo her probabl 1 have 
him that the ladv was enyaged upstairs s oked Ss m brands of tobacco as 
n trving to. solve one ot the 1 next n ingin ill the w 
oldest problems of tl human race, om the daint stuff wrapped in tin 
presuading t cherub to shut il up or down, depending on_ th 
het eves and vo to sleep From cx pomt o vicw to the old rehable« black 
perience gained through personal con stuff made in Montreal guaranteed to 
tact with a fairly long line of similar’ cu the hair on a neophyte On o 
cherubs I felt reasonably sure that we casion I have eve smoked cigars 
should not be disturbed tor at least but the practice presents so mat 
half an hour and, therefore, I assured difficulties that I never became mor 
Bill he was quite safe in contaminating than fairl: proficient. Phe orginal 
the atmospher¢ to his heart's content owners smoke them so. short that 
‘I trust,” I said to Bill, “that I am 1) labo volved in collecting even 
not unduly inquisitive Far be it fron modest suppl is excessive The 
me to comment adversely or otherwis« careless manner in which they ar 
on the rotten taste you display o« thrown in the gutter is nothing short 
casionally in vour selection of smok ‘ crimin ind only is matched by 
ing tobacco, but as one professional the culpable negligence of thos who 
smoker to another would you mind  dcliberate cast them on the side 
telling me where vou picked up that aik, there to be almost ruined unde 
sacrilegious apology for the divine the heels of the proletariat 
weed?’ | wish ou could see the joint into 
‘Not at all,” said Bill. ‘Not at all hich ! was enticed by this epicure 
I did not pick it up. It was wished on he door was guarded b a huge 
mc one day last week down in li'l ol creature attired in the brilliant § gar 
N Yawk I met a fellow who thinks ments affected bv the dandies of 


that smoking is a kind of religion to 


be practiced with due pomp and cer¢ 


ony and with the most punctilious 
regard for every little de 
tail He views with just 


the proper mixture of dis 
dain and amused toleration 
those poor be nighted cl il 
icters who smoke Tr idy 
mack cigarets and cigars 
The sight or smell of the 
humble stogie induces a pos 
itive feeling of naseau lf 
he unfortunately passes to 


leeward of an honest artisan 


puffing contentedly on a 


incum- 


. ‘ . 
clay pipe he feels it 
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Bill Makes Column Bases In Green Sand--Il 


ly 


KWsicee > 





wwe Ie d shor bu kle S 


flowered waist 


hundred years ago, 
bree ( he 2D, 


half a 


; 
Ke 


vard of 


demni 


WHERE Ja 
Git THatT 
WEEO 





gad, hangin ( sleey and 
inother hal ird ' @ neck 
Why iny ! in hould be 
illing to n ea ! ted onkey 
on-a-stick of |} t that manner 
is bevond l¢ but tl ) benighted 
ore was citl oud himself and 
his position or els | ‘ an excep 
tionally clever actor He thre the 
door open and bowed us in with as 
much ceremony as if we ere belted 
earl. I never hav en a real earl 
ilive and on the hoof, but in a gen- 
eral way I hay gathered that the 
il ones, the belted ones, are objects 
mild adoration in their native land, 
hence the comparison in the present 
nstal ( 
The imterior of the tore was fur 
nished and upholstered i keeping 
ith the impressive entrance and the 
discreet elderly vyentieme! in attend 
nce were garbed becoming in dark 
ock coats, gra trouse! and im 
culate white spat Chi did not 
( mily ignore 1 istomer or walt 
patiently until the customer made 
h wants known and then throw him 


a paper of tobacco and money 


tter the fashion of some young high- 
binders with whom I have had deal- 
mars Once 
‘One of the piece of animated 
wax work came forward to meet us 
nd having gently decorously and 
solemnly announced that it was a beau- 


tiful day, inquired in what manner he 
might be privileged to assist us. The 
clerical garments the precise articu- 


lations and the general ca 


thedral air of the place be- 


gan to exercise an uncanny 


influence on me. My reason 
told me that I was in the 
presence of men in ae store 


that perhaps is more distinct- 


tively masculine than any 
other and yet I instinctively 
felt that I should remove 
my hat. I noted that my 
BeneY mn retained his on_ his 
1ead so I assumed as non- 
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chalant an air as _ possible 
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two 


tr 
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nel 
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briar, 
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ds 


—_ 
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; oO} 


On 


Val 


11 


whi 


othe 1 


under the circumstances and 
wise 

Old Spats politely profess 
mildly surprised when I admi 
1 never had found an ideal 
With tew exceptions all to 
good and will serve for a sn 
claimed that | was mistake1 
1 kindly could spare him a ft 
utes ot my time he would | 
contention, he hoped to m 
nd satistaction. Would | m 
ping this way and = sitting d 
ouldn't and I did 

Hy led m to i littl 
volving table and disclos 
pre bably LOO littl pockets 
i scparatl lid and filled with 
tobacco, the contents im each 
pocket differing trom that in 
any ther I admitted that 
I hiked mune urly strong 
and with that imtformation 
for a guide the tobacco man 
suggested that | take a puft 


ou Hix 


ade 


le attending 


m Git 


Oc 













SUnce 


raid 














pipes 





inne 





date 
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another 


arriving il 
that seems 
date on \\ 
| “Ves” ul 

ited that re 


Vhe 


+} Vcr 
Thine 
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old 


to 
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have 
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erm 
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but 


Wi 
bo 


Miall ol 





thre auc ol 
to svnechror 
hich a cer 
| oie . 
illy I have 


( mploved 


Ss 






ught 


Suggestion 


I did 
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not 





did like- hurt his ings, so I told him I find instances in the foundry business 

came trom the corn belt in the Middle Many methods are available for mak- 

ed to be West and belonged to a secret society ing column bases, depending on cir- 

tted that oat! ound to smoke nothing but a cumstances and yet it is not unusual 

tobacco. corn cob pipe He gracefully acknowl- to find foundrymen sticking to one 

bacco 1s dged the validity of my objection method when a_ little investigation 

1i0oke. He ut begged, if I must smoke a cob, would reveal a method better adapted 
1 and it o please smoke a new one He even to their particular requirements 

ew min : a liveried tootman out to one ‘In the second method of making 

rove his of the common stores around the column bases in green sand, the sand 

pleasure orner to buy one tor me and then forming the pockets may RY sup 

ind step spent half an hour trying to blend a ported by a number of huck bars 

owl | mixture that met with my approval attached to the cheek, or by a suit 

He finally hit on a combination that able lifting plate eith ittached to 

und re scemed tamiliar and told me if I would the lower edge of the cheek or pro 

1 oan t ave my address he would send me_ yided with handles to which the crane 

tT imple package and that it would chains iv be attached From thi 

foregoing it Is apparent that 

" Tine mold s mad Wl oa 3 

1, 2 part flask f made in the 

! > HERE YA ARE =\ Tan orthodox Manin How Vel 

ee" OH! THE - <a is previou ited the 
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tures which he selected. Just 
to be obliging [ pulled an f%¥ 
old corn cob pipe out of my Genero 
pocket and nearly broke up *> 
the party Nothing but the ( 
most heroic restraint on the 
part of the old boy prevented him 
tom calling Marry-come-up in knee 
breeches from the front door to run 
his rapier through under my _ wish 
bone and then perhaps wipe it on 
the tail of my coat 

He declared that my pipe was a 
menace to the community and tut 
thermore that really it did not mat 
tcr whether | smoked tobacco or 
the scrap shavings from a horn and 
hoof factory The smell would be 
the same in both cases He showed 
me an elaborate display ot pipes rang- 
ing in price from $15 to $500 and 
suggested that I select one or, better 
still. a set, in which to carry on the 
experiments 

In my young and silly days whil 
| was content to smoke the humble 
cob or clay pipe during working hours, 


i gen 
} 


is 


Rapi 


Teasol 


witl 


lIS¢ 


tain tat! 


I wa 
rorgot 
in tact 

that she 


did 
like 


not 


to 






nd it on eces 

sal to provide i litting 
piate and cheek flask 

‘W here the pattern ts molded 

i-part flask it may be rolled ove! 
or hedded in lhe bedding-in proces 
s the simpler of the two if a mat 
is tamilhar with it, but since the rolling 
over method is practiced exclusively 
in many foundries, a word or two on 
that method may not be out of plac: 
Lefore considering details in connec 
tion with the other method advocated 


UR HERO PROFFERS THE PIPE OF PEACt 
cost me on the basis of $11 Ver pound.’ 

[ guess you mean per bushel, don't 
( I said ‘No person ever heard 
( S11 tobacco.” 

Well said Bill ‘T'll tell you ] 
bevel! heard ot it betore and | am 
s ( | evel Want to heat ot it 
again I can go down to the corner 
ad id wet i package containing 134- 
ounces ot tobacco for a dime, which 
works out at the rate oft 82) cents a 
pound that is good enough for an 
man However, sone people never are 
suatished with a plain article “hey 
want it with trimmings The fact that 
they are trimmed in the process seems 
to make littl ditterence You call 
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ustomer! is Wl to accep. 
a casting poured in an open 
sand mold, the flask parts 








omit 





may ting 

















the cope conditions are 
tavorable to bedding — the 
small flang 1 the floor 
























‘The method adopted for ramming 











the drag 1s the samc as that dk scribed 
in the March 1 sue of Ture FouNnpry 
vith the exception that h lrag im 
this 1} nes s destined to rye " 
cheek \fter the sand is rere 
mmed to th top ot thr rT ckets 
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and, of course, at the same time, to and then by inserting the wire between s not necessary n all cases that 
the upper edge of the flask, it is the bottom plate and the lower edge the rods should extend to the _ wall 
scraped off approximately ;-inch of the flask. The tace ot the mold of the flask. Che purpose of the rods 
aLove the joint line and then the lit is smoothed over and the base pattern is to support the body of sand torm- 
ig plat is lowered on and rapped 1S placed In position either to one side ing the pockets atter the lower base 
aown to a good bearing The plate or in the center, de pending on th pittern has been removed and tor 
is lifted off temporarily, vent channels style of gate to be employed. The lit that reason it is apparent that the 
are cut in the exposed sand _ surtace ing plate is lowered and rapped into’ part of the rod serving as the an- 
and a vent wire 1s employed to vent place and then thy space between the chor must at least be a little longer 
the pockets thoroughly. Lhe plate pattern and the edges ot the plat than the part supporting the over 
then is returned to place tollowed by opening is filled with sand, rammed hang he factor of safety also must 
the small base pattern. The square and reintorced with a row ot nails vw considered and, therefore, while 
opening in the lifting plate is tapered and then slicked off to torm a parting theoretically two loads of sand sup- 
so that it readily mav be litted away flush with the top ol the pattern and ported on equal halves of the same 
when the time comes to. take the the corresponding surtace ot the lifting rod will balance each other it is con 
mold apart \ drag is placed on the = piat A little adjustment may be re sidered good working practice to al- 
plate, filled with sand and rammed. qvired in the event that the hitng low a generous margin on the an 
Then a bottom board or plate is_ plat s not the same thickness as chored end. Usually the flask employed 
added, after which the various parts the small base pattern, but that 1s 4 is a neat fit for the pattern and, there- 
oO the nok iTé¢ clamped tovether and dctal that ma be attended to easily fore rods extending to the walls are 
rolled ove t will be noted in this ‘The large pattern base with ribs mene too long to serve their intended 
instane that the sma Mase pattern sttached is st n place on the small purpos« ln tact in some instances 
is ved erore ti flask 15 ba ‘ i tiie the nec fl } 1S placed it may iY Heeccssary to turn a toc 
i cal OVE ind heretore it is imma 1! posit ! Blocks 0 i suitable on the end of each rod or lasten a 
terial ech the cope S rammed height ] ed betwee the lowe! cat above it 1 1 manner to help 
‘ ect oO I raz oO on a_ board. cdge ot th week and the tting plate irr the load 
l he imo ) ille handling Is uM ring u pps : ls ~ thi flask Spikes \ thy t| it id dipped il 
re ead Vn rie patte 1 Is bedded Hush vith Ippr u ol the ash oO! paste irs placed upright 
nd. besides. there js less danger lrge base. A. straight edge resting ©) he corn: scat iin Sette 
o! lis t I nold . no* on th P : . | extend yond vita =the ent rhe pattern Add: 
a ia = eee ' ial 1; | the cheek o! t oO sides ( cs is i ‘ = 28 | ; , 
movea ) orig Ma a it this i spikes, ¢ pry cascs, shortet 
method Is ted t flask Se¢ guide edging tl flask DP ot ( stood 1 n rows along th 
tions will b quired comparativel correct eight | B NOt cally es ugle where ‘ racket touches th 
shallow drag, a cheek flask, preterably sential to tl — of the job that vast att These various 
one inch or mor ss im height than the edge t hist should come reinforcements 2 overed with facing 
the pattern ind i plain shallow coy » an exact me with the race ot the ind and tucked ind then a course 
Che reason tol vyanting a cheek less pattern ti height ate a ik saat oO black sand shoveled mito the 
in height than the pattern 1s because mated roughly with the eye, but the flask and rami firmly Rods are 
a vent passag s required between little time required to t a straight id longitudinally and transversely on 
the lower edge of the cheek and_ the edge im pla ind block the flask up 4 s course of sand and then additional 
plate This passage is secured by in m a tru a rkmanhke manner courses of sand ar ammed and treat 
serting edges or blocks be does not amount to anything and a ce! in the same manner until the pat 
tween th cheek ind the plat RB MIC symmet —_ ooking Job 1s pleas teri with the exception oft the upper 
taking rdvantag ol this teature itt\ ne to tn . . ind nad . crtaim ©x ice 1s complete! enclosed 
} : . | tent Ss I naicatio i in KNOWS 
flask vith n cason ibl -“, may sa iain Witsoe das aattere te deckeeet-es 
adapted to heek Phi MOCK mia a “3 
.” molded m the toregoing manner 
ary 1) he oht oO t} } S om Fac ne ( ead ove the . ‘ : , 
, ' , the top is tictt almost completely open 
inch to 6 inches lace of 1 sma as vetween thi : 
brackets . a black to taciiitate tuck the sand on top 
The drag is placed on tl board : ee of th of the pockets The open space . 
Ol plate ed ith 1 am " ne , ‘ o«le ea filed temporaril vith black sand and 
uid scraped off flush with tl yr cage . , ' nocket slicked off to form a flat urtace on 
\ space n t ntet prepared ith t nner nds most touching which to tl Where a 
r the ece pte of thes vast the pattern and the outer ends ey» considerable mb of castings é 
It . entes ver rst tending to the walls of the flask It red ere f board ‘ 
f 
i 
ys gf « “* ~ CookKoo ? 
7 » CMon Lets QD Cee Koo — 
Quit Ano — 
me 
ei 
( 
wr 
. 7 . 
Kener t 4 aa a A 
Geren t t ¢ J - aA 
RESOLVED THAT THE MAN WHO DOES NOT KNOW WHEN TO STOP IS A GREATER MENACE THAN THE MAN WHO 
DOES NOT KNOW WHEN TO BEGIN 




















and 


thickness are em 





ployed to fill i@ open space tempo1 
Phe ive time and produc 

bette cope surtace W here the 
cope is rammed on a separate board 
this detail does not apply ind, of 
course, the same holds the event that 
the mold is poured without any cope 

The plain flat cope is rammed and 

ted off and then the sand surround 
ing the pattern is thoroughly vented 
first nserting the vent wire all 
ove the exposed surface in the open 
top and then by driving a row ot 







Repairs Do 


W HERI time not a tactor a 

patternmaket justified in fol 
Owing closely every curve and fillet 
and every refinement indicated on the 


true where 





' 1 
ariy 15S 


Is particu 


the resulting pattern is to be used for a 
large production However vhen a 
1 i the 


broken part needs replacement 1 


shortest possible time he also is Justihed 
in omitting many of the Iittle refine- 
ments and time consumers and should 
confine his efforts to producing a ser- 
viceable pattern, one that can be con 
verted into a casting w th the least de 
lay 

I accompanying illustration, show 
ing a_ broke section of a journal box 
and cap is a case in port. A new pat 
tern for the box was required and that 
involved the preparation of two _ half 
rings // To follow the drawing and 


produce the different curves and fillets 
it would have been necessary to build 
up several courses of segments, pre- 
pare a wooden face plate and then turn 
the job in the lathe. It is apparent that 
had one complete ring been turned and 
then cut in two to provide a hali ring 
at each end of the pattern, it still would 
have been me sary to do a _ consider 
able amount of hand work on account 
of the peculiar shape of the ends which 
project above the center Ime, / Fig i. 
It vas decided that the ox would 
serve its purpose equally well without 
either curves or fillets and therefore the 
lathe was not employed in the construc 
tion of the patter: The two end half 
rings, including the part projecting above 
the center line, were built up in segment 
courses and securely fastened with nail 
They then were cut on the band saw 
both straight and tapering, exactly to 
the finish — line The pattern wl 
finished appeared as shown at J Fig. 2 
The object was not to perpetuate beauty 
of design but to effect a repair job in 


possible time 
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bot 
mold 


top and 
The 
finished, 


om the 
¢ he € k. 


base 1S 


horizontal vents fr 


edges ot the 


tom 


face of the large in- 


cluding the fiileting of the pockets, 
then the skeleton top with brackets 
attached is drawn out of the sand. 
rhe cheek with lifting plate then is 


removed and any necessary repairs 
ettected to the lower face of the pock- 
ets ‘he small base pattern is taken 
out of the drag and then the mold 
is reassembled and poured.” 


1 
if 


Bill,” 


and 


if it is a the same to 


you, 


further 


“ay 
iet us go 


one step 


ot Conform 


BY M. E. DUGGAN 


Plain Drawings Needed 
For Pattern Shop 


The accom- 


drawing shown in the 


panying illustration is a typical ex 
ample of those handed to the pat- 
ternmaker every day. The draftsman 
is not tamiliar either with pattern 
shop or foundry practice and_ there 
fore the drawing is made showing 
the position the casting occupies 


The piece is a 


the general assembly. 
cast iron ring 7 feet diameter by 1% 
ncn thick, cast in two halves and 
olted togetner is shown. 

he olting flanges, the straight 
ribs S { outer flange and_ the 


assume that t 
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and the flask piled up ou 
1 am inclined to punch 
call it a day.’ 

“All right,” said Bill 
but beware of the late 
in one of Mark Twain's 
got tangled up in the rl 
pink trip slip for a 3- 
who ended up in a bug 
treating every perso! 
Puncl conducto p l 
punch in the presence 
Scngaire 


is «(ch 


t or t 


inner ring are all on the under 
flat circular plat in 
words the piece is shown ex: 
the opposite position to that i 
the patternmaker would build i 
to the peculiar design, it is 
that every rib that points 
right on the drawing will | 
point to the left on e patt 
ng the course of constructio1 
dition which tends to. conti 
yatternmaker and cause error 


should be re-¢ 


but in many 
mitted on act 
time and the 


{ pDro;Tt . 
job properly, 
eon vars h her 
lrawn the other 
shops this 1s n 
1mn¢ r tal y 
oun Ot taking s§ 
, : 
natural teeling 
orema that one 


} 
tld? 





Kcn ont 


he 


« k and 


Way 


it bird 
es \ 













actly 11) 


1 which 


it Due 


nnar nt 
apparent 


to the 


lave to 


ln 1 

At Vv 
ot Pp 

» mu 
in the 








? # Radius, 








2 Radius 
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BY IGNORING THE CURVES AND FILLETS A LATHE JOB WAS CONVERTED INTO 
CAPACITY 


A JOB WITHIN THE 





OF THE 








BAND 





SAW 
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should be sufficient for all practical 


purposes. The ordinary patternmaker 














making a job like that shown in the 
illustration would make the flat ring i iiaait 


first and then build the ribs, rings, ee ee ees 
AASSistant toremnat 








and flanges on top of it and in this r chipping fl 
. . ° ° uf clerk 
case would find himself building a i shipper 
e ( net 
left hand pattern from a right hand "ae ese 
drawing. This is one of the most Welder 
: o » We i 5 cipe 
prolific causes of mistakes in the pat surn-off men 
Bu fi s he 





tern shop 


Keeping Track of Costs in Blacksmith’s 
Cleaning Room ice tcles oee 


By J. O. Proctor Grinders (piece work) 


Chippers (day work) 






P , ° Grinders (day work) 
Daily report cards on printed forms, 
or ruled in pencil, similar to the one _ 
lot wages 


shown in the accompanying illustration, 





are of interest to a cleaning room fore- 










Date 


I oreman 


4‘) 
) 
4 

$239.75 
80 
$2990 00 

$2 
None 


Form for Keeping Comparative Daily Costs 


‘A 









Cost per ton 
man. They show him where he stands Extra costs 
constantly and help him to see his prob 
lems more clearly so that he may plan 
his work to produce the maximum ton 
nage at the minimum cost Also by a preceding day The pro rata amount 













comparison of sheets from day to day of the general foreman’s salary may 


he readily can detect mistakes and er- be added and also the pro rata amount 
rors ot juden ent and take the neces- charge d to *maintenance and overhead, 
Sary steps to prevent repetition. but as these latter items are constant, 


Each morning the hourly or daily they really add nothing to the value 


column is filled in from information of the sheet, which is designed simply 
ained on the cards turned in by the as a medium for comparing the operat 
men on the preceding evening. The fore- ing costs from day to day. The sheet 
man has the day workers’ rates in his is signed by the cleaning room foreman 
desk and the amount earned by the piece and turned into the foundry office where 
workers is secured from the shipper who the different items are properly allocated 


also furnishes the data on the number according to the general cost system 





shipped out on the in vogue in the plant 




















7-0" Dra - —_——— 








THE UNDER SIDE OF THE DRAWING WOULD BE TURNED UP DURING THE 
CONSTRUCTION OF THE PATTERN THUS INCREASING THE CHANCES OF 
ERROR IN LOCATING THE DIFFERENT RIBS AND FLANGES 








Exhibition Space Taken 


idrymen’s 


Success of the American Fou 
association exhibition to be held 
land from Saturday April 28 to 
day, May 3 is indicated | 
number of applications 1 pa 
exhibit 

\pphicati n blank 
to exhibitors on M« ] 
Wednesday, Feb. 1 
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7 he 
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ticket 
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Permanent Molds a Live Problem 
AREFULLY making a sand mold 


destroyed by the metal poured into it seems 
like an inefficient operation and much effort 
has been expended in endeavoring to secure a per 
manent mold. The thorough experiments of Cus- 
ter, although they failed in evolving a commer 


which is 









cially practical process of casting in a permanent 
mold, have become classic. Through this research 
Custer secured valuable information regarding the 






effects produced in casting iron in iron molds, as 
well as the effect of the hot metal on the mold 
extended experiments with pet 
considerable 







Since these first 
manent iron molds 

done along the same direction by a wide number ot 
to overcome the many 
those who have worked on per 
Custer have, unlike 


the benefits of then 






work has been 





obstacles 





those seeking 






HLlowever, most ot 


molds aiter 





him, failed 





manent 
to give the industry 

thing has developed generally and that is that a 
than used by Custer has been found 





work. One 





lighter section 





advantageous. 







individual piston rings of 





casting 


\ process of 








the larger sizes centrifugally in sand molds was 
described in THe Founpry of Feb. 15, 1920 lhe 
idea in the use of sand molds was to prevent chill 
such as is developed when the castings are made 







Hlowever, a for centrifu 





in iron molds. 
gally cast piston ring pots in permanent molds was 
kngland about the same time and is 
Piet Founpry of March 15, 1920 


process centrifugally 1 


pre iCeSS 







developed In 
described im 
Later the 
permanent molds was developed and two processes 
for this operation patented No doubt the 
information regarding permanent molds which was 
published by ¢ when he cast 
pipe in permanent 
was of 







ot casting pipe 





were 







uster many vears ago 





molds with a cast-iron 





the centri 


entors of 





tance to the tiny 


ASSIS 





fugal process 







In the one of these processes the metal is car 
ried into the mold by a long trough \t the be 
ginning of the operation, the metal flows along the 
trough and OVel l lip ct the side Into the lar et! d 
TI the mold which forms thre bell Ol the pipe. Lhe 






revolving at the rate if 500 revolutions per 


] 










t 1S? ‘ vhe nN I ( Cast I : 


the mold and chill is 
Chis means that 






the casting must be 





lore it can be used In another endeavot 






p! Ocess 





Is made to get around this fe 





ture by putting 1 


metal to be poured into tli 





the trough all of the 
mold, 







rough into the cente 


then introducing the 






ot the revolving mold and unping the metal ov 
the entire side instead out the end. This 









spreads the metal along the full length of the mold 
and it all sets approximately simultaneously. In 
this method it is necessary to revolve the mold at 






the 





a higher speed than in described 
However, this method is open to the objection tha: 
it chills the iron against the iron mold. Now this 
objection could be obviated by casting the metal 
in a mold lined with some non-chilling material. 


hirst 


one 
















































































































HILE no spectacular boom is in progress ber of blast furnaces active on Feb 
in the foundry industry, a steady improve vhich is an increase of 17 furnaces 
ment is noted in the demand for all classes uary closing count of 261. Duri 
of castings. Consumers evidence a lively interest five merchant stacks were blown 
and inquiries are large and substantially backed was blown out Prices for pig 
by orders lwo features, only, occasion concern stronger and large contracts é 
to foundry operators. The first and most pressing quarter delivery. Pipe foundries 
is the question of labor supply. Men are scarce buvers, but little iron has bee | 
and as the season advances and with the inroads of middle of the year Prices : 
constructional demand, the shortage will become nd scare! Ss reported ( 
more acute The second factor is the question o east 
prices for castings Machine tool sal 
No doul exists but that price improved — since ’ 
lor castings must be raised Raw Many Lines ¢ I lw: \ 
Advances materials are costing more each Active uVIng compris 
Expected time renewal contracts are placed demand In « ; 
rig iron shows more strength with erable jobbing k 
the advancing spring Fuel costs oundries trom this source Steel 
are maintaining about the same level; but wages re increasing \ccording to 
seem likely to be much higher Despite these commerce, reports trom the Steel | 
conditions, but litthe advance is noted in the prices ety, comprising over two-thirds 
asked for castings Steel and malleable castings ings capacity show sales in Janu 
ire slightly | 
higher, and cast \] 
Iron pipe, id Prices of Raw Material for Foundry Use | 
ators and stove CORRECTED TO MARCH 










have 






In n 
{ Ihio 








swung 


> T 


some 











. ' ] " 

castings lave Iron 

Increased, but | ndry, Valley $ 8 
* . » itherr B net 6 
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9 tons per day for February, 


compare 


dl te 


104.13 


tracte i the past few weeks at as low as 
cents poul dd. Jobbing teel castings likewist 
have not been increased \ case is cited of a foun 
ry making a small but rather difficult casting n 
ray. ire which was sold to the customer at 10 
cents a pound The customer desiring a few made 
n steel. the job was handled through the gray 
iron foundry nda price of only ll cents a rund 
vas asked by the steel found that made them 
This price was so evidently out of Ime th it 
is advanced by the gray iron shop to 18 cents 
the customer to avoid unfavorable comparisons 
\lthough the total of pig iron p 
; luced during February was slight 
Pig Iron ly lower, the loss is due solely t 
Gains the shorter month, as the daily 
output maintained the steady rate 
of gain noted during the past few 
months The total recorded for February ccord 
ing te statistics com ‘led by the /ron Trade Rev 
was 2,989,819 tons, while January showed 3,228, 
226 tons The average daily production was 106, 


( 










schedules of the larger plants 
months of the vear are 10 to 20 
than during the same period las 
poumt to a larger output of cars 
the corresponding month last ve 
continue in fair volum« Stove 
dries are working at as high rate 
supply of labor will permit. One 
manuiacturer reports sales of Jar 
cent ahead ol the first month 
mand for hardware uilding sun 
tools is exceptional, while implen 
plants note heavy seasonal requiret 
er of hea pow machinery 
district reports orders for steam 
luring the past tew months agg 
kilowatts capacity 
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rk 





tons for the previous month Merchant pig iron 
production in February was 704,706 tons as com 
pared to the January total of 713,186 tons. On a 
daily average basis, February showed an output 
of 25,168 tons per day which is a gain of 2162 tons 
per day over the previous month. The total num 


ypper 
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Trade Outlook in the Foundry Industry 











Comings and Goings of Foundrymen 








DWARD PAYSON MATHEW building, Buffal in charge of A. S. has taken charge of the 

SON, newly elected president of | Kenyon Ce Massillon 

th American Institute of Muin- Patrick Dwyer, engineering editor, TH William G. Roedersheimet 

and Metallurgical [-ngineers was ac- FouNnpry, Cleveland, addressed the Pitts- promoted to foreman of th 

corded this honor in the lhght of his burgh Advertising club at its weekly Works, New Athens, III. 
m vears of brilliant achievement in meeting at the Hotel Chatham, Tuesday John R. Schlagetter has 
the field of mining and metallurgy. His March 6 foremanship with the Sidney 
contributions to the art ot smelting Robert R. Snow, formerly foundry su- chinery Co., Sidney, O 
have been recognized throughout _ the pe tendent for the Detroit | Iry J. H. Messenger, former] 
world In 1911 he was son & Church ( 
presented with the gold med Mich has beer 
il of the Institute of Min foreman over 


1 


ing and Metallurgy of Lon 
don 1917, the 


and in medal 


of the Mining and Metallur 
rical Society of America 
He has also had _ bestowed 
upon him by the Japanes« 
government the Third Order 
tf the Rising Sun, ind is 
the only honorary member 
4 the Japanese Mining In 
dustry association, of Tokio 
] 1920 he received the hon 
1 degree ot doctor ot 
CIEMK from the Colorado 
sch of Mine and in 1921 

the |] rary degree of do 
tf law mn MeGill 

1 h ilma miatet 

1) Mathewsor who 

co ult eC} et vith 

eadqua New Yorl 

i previou erved tw 

, 2 oe eae +] 
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Charl t Link-Belt | ( Detroit 
Chicags i elected a dire D. J R 
the Walworth M ( Bost | 
ceeding Richard | ti resigned I] Met 
Het r, Maxw f tl four ; 4 
er nd formerly t ire of tl p t ol 
Millbur Steel Foundry ( Millbur ( Watert 
Mass h been appoint postmaste mal with ¢ 
f that town it = Scrantot1 Pa 
I. D. Adams, agent for foundry equip- been appointed as 
ment and supplies, Syracuse, N. Y., has George Kuntz 
opened a branch office at 514 Brisbane of th 
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pattern shop. 





vere 103,161 tons by firms wit 








where the headquarters of the 


Co. which recently ac- 


quired the Thomas properties, are located. 
Godfrey, formerly of Galion 
accepted a foremanship_ with 
Mig. Co., Lisbon, O 


Howe, vice president and 
the Crompton & Knowles 

Providence, R. IL. is a 
the reorganized American 


W oonsocket, a 


Croak has been appointed su- 


the Davis-Farnum Mfg 


Mass. The company op- 


erates an iron foundry, machine shop and 


Simmon, formerly general man- 


Union Malleable Iron Co 


Iil.. has been appointed 


manager of the Canton, O., 


Dayton Malleable Iron Co 


Harten secretary and 


treasurer of the Bay View 


Sandusky, ©., has dis 

interest in the company 

itworth of Cincinnati, who 
lent of the company Mr 
ure plans hay not beet 
\ ! CCl asso 


Buffalo Foundry X Ma 


suftalo, Various manag 


years, and 


‘4 i aree oO! sales, 
vik p sident and trea 
mp In addition + 
+ 1; 

I co uc is a 
| J. Krentz, who tot 

} 

las ) VOTKS Ma 
pa \ Na een ‘ ected 

t As tne pas he 
i¢ vely cha ge ot mant 
xlucti Both M Pear 
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mpany p ti ( it 


Sales of Steel Castings 
Show Increase 


commercial steel castings 


thi largest since March 


g to reports received by 


of commerce through the 


census In 


co-operatio 


Founders’ society, trom 


comprising over two-thirds ot 


castings capacity ol the 
gs reported in January 


} “anac- 
la Capa 


devoted to commercial 


96,200 tons, or at the rate 


nt Of capacity, as against 


bookings at 71.1 per cent of 


Bookings of railway  special- 


to 47,879 tons, or 125 
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per cent of capacity, as against 
per cent for December bookings. Book 
ings of miscellaneous castings amounted 
to 55,282 tons, or 94 3 per cent of capac- 
ity, and the largest amount booked in 
any month since records are availabl 


in January, 1920. 


Will Rebuild Promptly 


rection of a new foundry build 
ing, 132 x OU teet, to replace the shor 


burnt down Feb. 2, was begun Feb 


23, by S. C. MeLouth, Marine City, 
Mich The new building will be the 


same length and twice the width of 
the one destroyed, a capacity oft about 
) tons daily being anticipated oOo! 
its mmpletion, which is expected to 


be in about three weeks 


The firm has about six months 
ork ahead at maximum capacity, and 
as able to save most of the ma- 
chines and metallic equipment, but 
the Majority 2 | the wooden patterns 


Hold Session of British 
Institute of Metals 


\n unusual number « 


I papers wert 

presented at the annual meeting of th 

British Institute of Metals which w 
I 


held in London March 7 and 8 Phetr 
were two sessions on each dav the 
nual dinner being held Wednesday ev 
ning, March 7. 

Among the papers which were present 
ire the following “Further Studi 
>easol Cracking and Its Preventior 


1 


The Removal of Internal Stress in 60-49 
Brass,” by S Beckinsale “The Const 

tution ot Some Alloys of Aluminun 
with Copper and Nickel,’ y Miss K 
Bingham and J. L. Haughton; “The Heat 
lreatment and Mechanical Properti’s o 
Alloys of Aluminum with Small Pe 
centages of Copper,” by D. Han-o i 

Miss M. 1 V. Gaylor; “The Density 
and the Hardness of the Cast Alloys of 
Copper With Tin,” by Harold Heap 


“The Production and Heat Treatment of 


Adopt Method for Testing 
olding Sand 


\t the regular monthly meeting of th 
Quad City Foundrymen’s association, held 
in Rock Island, Ill., Monday, Feb. 19, re 
ports were presented by individual mem 
bers who had tried, the method of testing 
sand outlined by Eugene Smith at the Jan 
uary meeting of the association The 
consensus of opinion was that the method 
is Of practical value and a number of the 


was appointed t 


Plan Itineraries to Paris 


Foundrymen’s 








lrom Metz the partys gocs to | 1eLe Brus 
els and Lille before returning to Paris 
Tuesday, Sept. 25 Transportation trom 
London to Paris and second class accom 


the continent is estimated t 
England, 1s 


international 


mck ! 


mittee on 


Este] Lu 
iirman of the cor 


lations, Stanley | Flagg Jr., is vice 


atiot Marquette building, Chicago, 
] ecretary the ommittee. Other 
! of the committee are L. | An- 
\ nthe iw | Ltd toronto, Ca 
\. ©. Backert, Penton Publishing 
CI d (; H{ C lame \yjax 
if C\ *hiladelpl ind Ifrankl ( 
| ()sbort Mie. Ce Cleveland 








(,coree \ 1): pet treasur¢ Oo! the 
1) ) Corp., Hopedal Mass inu 
ture oO textile machines died t 
Massachusetts gene! il hos] t 
Boste Fe & Mr. Drap« had b 
ssociatec th the Draper Corp. sine 


lloward M Wilson iged 60 pres 
dent and director ot the la or-Wilsot 


\ifoe. Co... McKees Rocks, P yun 


419) 


ol ube and rolling mi machinery 
died udden| in his omce I da 
Feb. If Mr Wilson is one ot tl 
ou ders oO! the lavlor \\ son con 
pat vhicl s organized n 1893 
d ) the last 10 ears had been 
dent He ort Pittsburgh 
one r the founders ind 
hart members o the Pittsburgh 
| nd 
( ‘ s as Oo 
oO the “ttsb inne oO con 
d Oo otl organizations 
1) \\ iz ‘ 7> ears 
‘ | ra ou 
Grand R \M 1882 ! 
+] sie ‘ 
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( Pap | ( die it | 
that ly. H 
searg my 
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to Pitt } i 

me 1 
Welle “X \ t ts 
vhich h \\ ‘ 


netl He was tl invent ind ‘ 
per ¢ numerous railroad applianc 
I vhich bear his nam 


Belt Sander and Grinder 
Is Motor Driven 
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horizonta OSIt1O It s replace 
i slop I which ts as 1 ¢ l 
1 
orind or oO < inc j ] S 
r] ole a ; 
1¢ illgic vat ) £ 
‘ ; ‘ 
¢ i i SiOT ( ) 
may b set t i ingic ! 
15 " 1] 
1 7. ( g n | ( a r¢ 
Q (a¢ ‘ ct ( ) T S tot 
sed ted 1 1y 
‘ ' , I 
a c ius g S r S 
] ' 
{ { 
] " 
l als S 
} j 
| l ‘ } 
‘ 
| ‘ ' ¢ . 
PA { ‘ 
‘ } t 1 | ‘ 
\ 
1° 4 


Installs Electric Furnace 
To Bake Enamel 


A } 7 ] 

1 new electri turnace used to bal 
vitreous enamel on cast iron. sto 
| ‘ts and on sheet stee has been 


Galusha Stove 


Co, Rochester, N. Y. The fur 
operates at trom 1200 to 1400 degrees 
Fah vith a maximum temperature 


range of 2000 degrees, and has a co 
nected load of 118 kilowatts at Z3 
volts, 3 pl ( ind 60 cycles. The 
pacity Is estimated it / pounds ot 


metal 
The 
a 


companying illustration 


per 


equipment, as shown in the a 


t f the 


consists oO 


furnace proper and automat 


The 


col 


trol panel and iments fur 


na is col iwcted of brick with re- 
tractory linng, having a sliding door 
giving acces to the upper compart 
ment from che front Che interior is 
divided ho ntally into two compart 
ents | 1 Tro she es Oo ea } side 
Tie Vi OTK to be ike l The I ' 
on heat units ar unted away 
om the sid Wallis 1 ire ipout 
c) dist uted en th 1 
nd ow ¢ ompar¢rtt This al ins 
ment togetl I curved ro 
tends to se t t to strike } 
work equ Tt ld ctions Tl 
temperature is natica cont le 
| in ute emp t r mitre 
strument stile eae 
—p nel ( ( ta - 1 ( 
load relavs 
[wo tft t : gs a 
ing durations are required for tl 
two type t material he compar 
operating t lurnace buvs the power 
from a ntral station < vhat S 
know! as the three rat schedule 
whereby power used t a steady rat 


purchased 


schedule has 
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ELECTRI ENAMELING FURNACI HAVIN AUTOMATIC HEAT CONTROI 
INSTRUMENTS 


pondent, and 1 dire 
peen worked out for the operation ot go thy tion of the European headquarter i tl 
these furnaces so that its running changed Penton Publishing ¢ Caxt Hou 
period are 1 etailed with the other The c iround == thre . ' ‘ Westminster Lond | Penton Pub 
power using devices of the plant, with tween t to dt ishing Co. also | 
the result that no additional demand is irefu sealed event e dust vew, Daily M 
created during the daytime. By not fron » throug \ / 1 
running the furnace during peak loads is provi { 
in the winter months further economy which the motor n ye spected 
has been effected in the operating costs ind o ' | { ’ ; The America | ( hila 
The economy that has resulted from n certa tions it hb yuund==delphia. has taken over the Standard ( 
the use of this furnace is due, in ad idvisable | entilate 1 & Hoist Co.. and the patent and 
dition to the factors already mentioned outside 1 n in turing rights to the n ra alta 
to the speed with which the material }, | wd tl mot do leay made bv that co ' 


is finished, the reduced attendance nex 


vy, and to the perfection of the 


Dust Proof Housing for 
Electric Motor 


/ 
( ? 
() } ] 
e dus yods placed 
5 int tie 
& \\ ( Hartford 
{ Ss si \ ick panying 


\ ‘ l irticula 

$ia I ( ach I rve 
sa plas cevice 1 prior » the 
doption o housing, sand drifted 





frame l mn condit s the 
life o! the bushings averaged Irom ae : : 
4 to 6 months. Since the hood was FIG. 1—A CLOTH SCREEN PREVENTS DUST FROM SETTLING ON THE MOTOR 


: : FIG. 2—A SCREEN COVERED DOOR PERMITS READY 
piaced overt the motor two years ACCESS TO THE MOTOR 
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Clothing Protection for 
Sandblast Men 


] } } + 
| meet the need ot clot ling tha 
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Pouring Device Operated 
by Single Person 


lo facilitate the pouring of a grea 
number of small molds the Chicag 
Molding Machine Lo 2028 Nort 
Major ivenue, Chicago ha devised 


equipment shown in the accom 


illustration, which it is claimed 


HOOD 





\LITI 


AND 


APRON 
\ 


steel trave 


gth mounted 


each end 
on two 6-inch 


imed that t 


lle d 


} 


can € ope rated 


easily by one man. 
The operator stands 
in the same rela- 
tive position as 
when pouring with 


an ordinary ladle. 


He 1S 


relic ved ol 


the weight of the 
ladle which holds 
the equivalent of 
several hand ladles 


and in addition it is 


stated that the con- 


trol 1S so nicely 
j 


balanced and _ posi 
tive that small 
sprues may be 


poured with the 


accuracy 


greatest 


An automatic lock 
ing device holds the 
ladle in any _ posi- 
tion desired. A sim 
ple attachment is 
employed to lower 
and raise the ladle 
quickly to any lim- 
it within three feet 
The hoisting device 
is suspended from 


12° feet 


teet 


ling frame 


on a truck 6 
Fac h 
ball bearing wheels. 
his tvpe of traveler: 
ve and Will follow 
readi\ 
steel, is m 


on 4 


es spaced 
brackets are ma 
straight and level 
ended 
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the roof. The wheel hous 
ings are designed to embrace the track 
that it 
for the trucks to jump the 
The 
sizes to accommodate either a 
200 or ladle. 


rods trom 
is impossible 
track or fail 
four 
150, 


in such a manner 


furnished in 
100, 


down. device is 


250 pound 


Acquires Sander Machine 
Building Company 


Machine Co., 


tool-room 


The Porter-Cablk Syra 
cuse, N. Y., 
and. production lathes and vertical 
the 


will of the 


manufacturer of 
milling 


ittachments recently purchased busi- 


ness 


and good 
Mig. Co. 


Sander 


equipment 
Sander The equip 
the 


the 


“yracuse 


ment of company has 


moved to Porter-Cable plant. Che 


company will continue the manufacture 
the 


include 


Syracuse company’s products which 


portable motor driven 


spindle sanders and 20-inch band saws 
Extensive plans are under way for tl 
development of sanding machinery and 
a motor-driven belt sander and a wood 
workers’ lathe have been dade | to tl 
company's products 

Che Western Malleabl Co of 
Beaver Dam, Wis., is building a cor 
room, 38 x 58 feet, to be used onl 
by girls and women engaged in this 
work At present about 20 girls are 
doing piece worl one 


Dev 
P 


pmHcecra 


elops New Binder 
+ g Partners Ltd ew 


; 





























said tha t S ynae s tree trom su 
phur and that it does not evaporate in 
the air 

















Note Slight Recession in Sales 


Foundry Equipment Demand Is Lighter, Although Inquiry Continues 
Strong and Sales of Light Sundries and Supplies Indicate Latent 
Needs Which May Develop Later 


equipment 1s 
during January 
part of February, although 
inquiry brisk. Foreign sales con 
tinue to improve. J. L. Nering Bogel & Co., De 
venter, Holland, are interested in complete ma 
chinery for the manufacture of heating radintors. 
Molding machines in particular are desired. The 
Athens Plow Co., Athens, Tenn., plans to build 
foundry this year and will desire complete equip 
Fisher is president and E. L. Wils 


demand for foundry 


intensive than 


CTUAL 
slightly 
and the 
continues fairly 


less 
early 


ment. R. |. 

secretary. The Alloy Electric Steel Castings Co., 
Youngstown, ©O., has started work on the ere 
tion of the first unit of its plant near Leavit' 
burgh, O. The Stockham Pipe & Fittings 
Birmingham, Ala., is inquiring for light nietal 


snap flasks to replace its present wood equipment 


Demand Continues in the East 


| RADING W hile 
is usual 


foundry equipment continues brisk. 


the bulk of buying is for replacement pur- 

poses, there is some good buying for new plants and 
other found: construc. [The Eastern Foundry Co 
Bovertown, Pa., continues a_ substantial buyer for its 
new $200,000 plant, which it is understood will be devoted 
largely to the production of sanitary ware. The Ameri 
can Brake Shoe & Foundry Co., building two plants, one 
at Portsmouth, Va., and the other at Houston, Texas, 
also is an active buyer. Recent purchases include two 
tumbling barrels 1 cupola, and several charging cars 
awarded the Whiting Corp., Harvey, IIL, for installation 
its Portsmouth plant [The Millinocket Foundry & 


Machine Co. 


handpows r crane, 


Millinocket, 


> 
JU-toot 


Me., 
span, to the 


closed on a 5-ton 
Whiting ( 


2-ton, 


has 
orp., and 
Waynesboro, Pa., on 3-motor 
Hoist & 


headquarters in 


two 
Engineering Co 
New York 
equipment for its Arthur 
15-ton electric crane 
Whiting The 

has two 
18-foot 


district In- 


es to the Crane 


traveling cran 
The Utah 
city, been a 

Arthur, 


30-foot span, 


Copper Co., with 


recent buyer of 


Utah, 
plac ed 


has 
including a 
with the 
& Machine Co. 
underbraced 
the 


Foundry, 
with 
Ne W 
]! ton 


Corp 


Jerse y Foundry closed on 


foundry-type, cranes with 


radius, for a foundry in Philadelphia 


cluded in pending foundry projects is a branch plant for 


Lansdale, Pa., the initial 


200 


the Krupp Foundry Co., unit 


] 


of which will be 125 x feet, l-story high. Options 


taken on a 2l-acre: site at 
Foundry & 


time 


have been 


Che 


Pa., noted 


Quakertown, Pa. 
Conshohocken, 
contemplating a addi- 


building 


Montgomery Fittings Co., 


some azo as new 


tion, now has completed plans which call for a 


135 teet x 290 feet long. Another project in contempla- 


tion for some now getting under 


Farrell 


time and way, 


1S a 


$60,000 addition for the Waterbury Foundry & 


Machine Co., Waterbury, Conn. The Immick Co.. Meri 
den, Conn., has just been awarded the general contract. 
The Thatcher Furnacs Ss Newark, 1s reported to be 


erection of a $50,000 


Wheel 
plant 


contemplating the addition. 
The National Car 


its Rochester N. Y 


plant 


installing equipment at 


Co. is 


for experimenting in the cast- 


ing of car wheels by machinery lanne to get 
this experimentation under way early April astern 
Steel Castings, Newark, which has _ bee a stead bu 
ol late, has recently closed on some ~ dblast macl 


Hagerstown, Md. It 


to the Pangborn L orp., 


stalling an electric furnace, the order for which was 
placed som time avo [he Pittsburgh Valve Fou d 
& Construction Co., Pittsburgh, is od to be 


stalling an electric furnace, and the Fs¢ Pitt Mall | 
Iron Co MckKees Rocks. Pa. has o s out oO < ) 
on a sand mixer Prices, reflecting in particular tl id 
vance in steel, are showing an upward dency he 
Oriskany Malleable Iron Co., Oriskan N. ¥ has pu 
chased sand blast installation from the Pangborn Cory 
Hagerstown, Md. The W VW Slv Mfg Co ( velar 
recently has contracted tor tumbling dust 
reste! equipment with the Bartlet H Lo | t 
more, Md., and the same interest is ’ two sand 
blast rooms, and a cinder mill Che Saco-! 1 Shops 
Boston, is installing three sand blas da 
table type machine with a dust arrest rnished b 
same manufacturer Recently the Kennedy Valve M 
Co Elmira, N. \ the Portland Stove (¢ Portla 
Me., and the Boston Brass Co., Waltha Mass hav 
contracted with the Sly company for tumbling and | 
blast equipment 
Inquiries Brisk in Pittsburgh 

NQUIRIES for foundry equipment still continue to be 

received in fair number in the Pitts gh territo 
and several which have been out for some time st ire 
held in abeyance Orders since the first of the month 
have not been numerous except for the smallet supplies 
such as steel flasks, riddles, shovels, wheelbarrows, foundry 
facings, etc. Recent purchasers: in this district of steel 
flasks from the Truscon Steel Co., Youngstown. O.. in 
clude the Westinghouse Airbrake Co the Union Switch 
& Signal Co., United States Sanitary Mfg. Co., Hempfield 
Foundries, Greensburg, Pa., and Metric Metal Works 
Erie, Pa. Numerous foundries find their present molding 


machine equipment inadequate for the work in hand, or 


which they about 


W orks 


machine 


on; hence, they are 
The Ajax Iron 


large rollover 


contemplate taking 


to close on additional units 


Corry, Pa., recently closed on a 


with the Herman Pneumatic Machine Co. | H. Wil 
liams, Vulcan Mold & Iron Co., Latrobe, Pa., has put 
chased a cupola and probably will buy additional foundry 
equipment, machinery and_ supplies late: The Dishaw 
Foundry Co., Canton, N Y contemplates the installa 
tion of various kinds of additional equipment soon. Cran 
and hoist inquiries develop from time to time from 
foundries and several hoist orders recently have been 
taken by two or three of the prominent manufacturers rep 
resented here. The Oil Well Supply Co., Oil City, Pa., 
and the Kelly & Jones Co., Greensburg, Pa., each closed 
on a 5-ton crane with the Pawling & Harnischteger Co., 
Milwaukee, Wis. The Standard Sanitary Mig. Co., New 
Brighton, Pa., has purchased a mill for grinding enamel 


from the Hardinge Co., New York. Duquesne Steel 


245 
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Foundry Co. Coraopolis, Pa. has purchased tumbling a 72-inch cupola to the Anniston Foundry Co., Anniston, 
mills and a dust arrester from the W. W. Sly Mfg. Co., Ala \ number of projected new foundries and addi- 
Cleveland tions to present plants are being considered with engi- 


: ] ; = 8 neers but are slow to come to the point of actual build 
Tapering Off Noted in Chicago District ; , ; 
ing. Recent purchasers of sand blast equipment from the 


PD! MAND for foundry equipment is distinctly less than Pangborn Corp., Hagerstown, Md., include the Wiscon 


during the past few months. February brought con sin Malleable Iron Co., Milwaukee, the Packard Motor 


siderably less orders for equipment and_ supplies thar Car Co., Detroit, and the Crane Co. and the Illinois Mal 
previous months. Inasmuch as_ foundries — art nelting eable Iron Co.. Chicago. The American Malleables Co., 


more iron than for a long time and pig iron and coke Owosso, Mich., and the Eureka Foundry Co., Chatta 














buving are heavy, it would seem that the present slack nooga, Tenn have purchased a dust arrester installa 
demand for equipment. must be only temporary. Thi tion from the W. W. Sly Mfg. Co., Cleveland, the latter 
Millnocket Foundry & Machine Co. at Millnocket, Maine, ilso taking a batterv of tumbling mills from the same 
has ordered a 5-ton hand power crane from the Whiting maker Other sales of the Slv company nelude sand 
Corp., Harvey, IlL, which has also sold a 10-ton electri blast equipment for the Ford Motor Co., Detroit, th 
crane to the Lindgren Foundry Co., Batavia, III a 24 Terre Haute Malleable & Mig. Co Perr Haute Ind., 
inch special cupola to the Board of Education at Milwau the Gartland Haswell Rentchler Co Davton, Eun ind the 
kee, two 33 x 84-inch tumbling barrels to the Buick Mo Cleveland Co-operative Stove Co., Cleveland Che Bridge 
tor (oo Flint Mich.. a 48 inch cupola to the Paciti Sal Ww Beach Mig. CL o., st Louis. recently has purchased 
itar Co Richmond, Cali a 54-inch’ cupola to the vater polishing mills from the W. W S] Mtg Co 
Quality Foundry W Mig Lo Los Ang les Calit il d Cl veland 
Activities of the Gray Iron, Malleable, Steel and Brass Shops 
the ¢ indler & l r ( the Badger | ndry ( R ne, Wis ! lleable 
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